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CLEANING MACHINE 





An extremely wide variety of formed metal panels are cleaned in General 
Electric’s Philadelphia plant by this Cincinnati designed-and-built machine. 
Miscellaneous steel and aluminum panels, at the rate of 225 tons a month, 
receive six stages of treatment: alkali wash, two rinses, phosphate coat, 
rinse, chromic rinse and air dry. In addition to time and labor savings, better 
pre-finish cleaning is obtained, reports this well known manufacturer. 


A cleaning machine engineered by Cincinnati to save time, labor and materials 

... yet assure better results .. . can be designed to meet your particular re- 

quirements. For additional details or a no-obligation survey of your cleaning 
-? problems, call in a Cincinnati engineer. 


Catalog available on request. 


: 
i904 inmnati CLEANING & FINISHING MACHINERY CO., INC. 
311 HECLA ST. IRONTON, OHIO 








WHAT'S 
THE FASTEST 
WAY TO 
CLEAN METAL? 


WHAT'S 
THE MOST 
ECONOMICAL 
WAY? 


See page 9 


Oakite’s FREE 
Booklet on Metal Cleaning 








answers many questions that mean better production, 
more profit for you. Just look at the table of contents: 


Tank cleaning methods Steam-detergent cleaning 
Machine cleaning methods Barrel cleaning 
Electrocleaning steel Burnishing 

Electrocleaning nonferrous metals Better cleaning in hard-water 
Pickling, deoxidizing, bright dipping areas 

Pre-paint treatment in machines Treating wash water in paint 
Pre-paint treatment in tanks and spray booths 
by hand Rust prevention 


Paint stripping Machining and grinding 


FRE For your copy of the 44-page illus- 
trated booklet, “Some good things to 


know about Metal Cleaning”, write Oakite Prod- 
ucts, Inc., 20 Thames St., New York 6, N. Y. 


Technical Service Representatives in Principal Cities of U. S. & Canada 
SPECIALIZED INDUSTRIAL CLEANING 
MATERIALS ¢ METHODS e¢ SERVICE 
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Capillarity test 
proves 
ALUNDUM* Abrasive 
makes 


polishing wheels 





last longer and 
perform better 








Capillarity, the ability to absorb 
liquid, is one property of abrasives which 
largely determines a polishing wheel's 
strength and resistance to breakdown. 
When abrasive grain has high capillarity 
it is held more firmly by the glue on the 
wheel head — sticks on the wheel until 
all its work is done. 


Norton ALUNDUM abrasive is spe- 
cially treated to raise its capillarity 
and to retain this valuable quality 
assuring longer lasting, more efficient 


polishing wheels 


Offering many other advantages for 
fast, clean polishing, ALUNDUM abra- 
sive grain is available in sizes and with 
surface treatments for best results on 
every polishing job. Write for Booklet 
No. 1340, “Setting Up Polishing Wheels 
And Belts,’ containing many helpful 
tips. Norton Company, Worcester 6, 
Mass. Distributors in all principal cities 


WNORTONY- 


ABRASIVES 


: Making better products to make 
other products better 








ee 


Se 


*Trade-Mark Reg U.S. Pat. Off. and Foreign Countries 
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LOW CAPILLARITY is shown by tne way this abrasive grain sheds water It will repel give in the 
same degree, resulting in insecure adhesion of abrasive to wheel head — and short wheel life 


HIGH CAPILLARITY of Norton ALUNDUM abrasive grain soaks up every drop of water. It will 
soak up glue in the same way, assuring a stronger, longer lasting, faster cutting polishing wheel 


March, 1952 

















PLATEMANSHIP 


H-VW-M's unique combination of: 


the most modern and complete laboratory for testing 


and development 


ability to provide complete equipment and 3 
materials for every plating and polishing need ed 


the complete background of knowledge ri 
ond experience in every aspect 
of plating and polishing 


H-VW-M elevator-type full-auto- 
matic conveyor built during World 
War II to precision-plate bearings. 
Basically designed to provide inde- 
pendent control for each rack load. 








Only H-VW-M PLATEMANSHIP 
can provide all 


THESE PLUS VALUES 


in elevator type full-automatic conveyors 


. . . They’re specifically designed to meet 


ane ” diet 





. « + They have high lifts and deep tanks for low-ceiling plating rooms; function 
equally well with low lifts and shallow tanks 
. . They have a wide range of carrier spacing 
. . They have rigid carrier arms to which rigid fixtures may be attached 
. . » They are adaptable to a wide range of weight and current loads, from 
aluminum parts to heavy steel sections 
. . » They have versatility—individual treatments can be cut in and out or 
timing varied to suit requirements 
. They have simplified means of ventilation 


Today’s precision plating is the direct result of the 
stricter demands created by World War II when 
ordnance parts were plated inside and outside with 
various thicknesses of deposits. H-VW-M made major 
contributions to this development ... drew upon 
Platemanship to engineer and build conveyors able 
to meet the most stringent and exacting requirements. 


Precision plating is again vital to defense... and 
H-VW-M is again ready to draw upon a tremendous 
backlog of knowledge and experience to provide con- 
veyors precisely right for the task at hand. If you are 
seeking contracts for plating, pickling, cleaning or 
anodizing, why not look to H-VW-M ... and Plate- 
manship . . . to secure the right equipment for the job? 


Write for Bulletin F A-103 tor complete information of H-VW-M Full-Automatic conveyors. 


HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, NEW JERSEY 
PLANTS AT. MATAWAN, N J. * ANDERSON, INDIANA ¢* SALES OFFICES. ANDERSON * BOSTON 
CHICAGO * CLEVELAND * DAYTON ¢ DETROIT * GRAND RAPIDS * MATAWAN * MILWAUKEE 
NEW HAVEN © NEW YORK © PHILADELPHIA © PITTSBURGH * ROCHESTER © SPRINGFIELD (MASS.) 


STRATFORD (CONN.) © UTICA 


UW 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES + EQUIPMENT + SUPPLIES 
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MEET 
The Man 
Behind The Man 
Behind Your 
Spray-Gun 


... Whether your finishing problem is to 
SYNTHETICS develop a coating to add life and durability to 
° your product .. . one to perk up sales appeal 
VARNISHES . ..@ system to cut production costs, or a for- 
“i mula to meet exacting defense work specifica- 
anarened tions ... it will pay you well to get acquainted 
with an Egyptian Industrial Finishes Specialist 
. .. he’s the man behind the man behind your 
Spray Gun. 
Your Egyptian Industrial Finishes Specialist 
can keep you constantly informed of the devel- 
opments of new finishing techniques and how 
you can benefit by them. He can tell you why 
it would be more advantageous to coat your 
product by the dip, spray, tumble or roller coat 
application method. He knows and can tell you 
the required specifications for finishing any 
government product. 








ENAMELS 





Put this highly specialized knowledge to work 
for you! 


o Fe 
ya : ° ° os oP 
ML Invite an Egyptian Industrial Finishes Specialist 
aon to call on you today. 


INDUSTRIAL FINISHES 





The EGYPTIAN LACQUER MANUFACTURING CO. 


BOX 444, NEWARK 1, NEW JERSEY 
Plants: South Kearny, N. J. * Lafayette, Ind. 
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Scrap—Reduce It; Put It Back to Work! 
Editorial 


Electroplating, Metallic and Clear Lacquers 
Utilized in Casket Finishing 


By Ezra A. Blount 


The Hot Spray Method of Finishing Passenger 


Car Bodies 
By J. B. Wiesel 


Plating to Meet Today’s Conditions 
By Myron B. Diggin 


Meet The CEPI 
By Lewis M. Glassner 


Spotlighting Finishing Progress 
By Dr. Allen G. Gray 


—Impurities in Nickel Plating Baths 


-—Finishing Magnesium for Assembly 
Protection 


News of the Industry 


Finishes That Aid in Appearance and Utility . . 


New Equipment, Materials, Processes 


The Finishing Touch 
Opportunity Section 


Index to Advertisements 








We combined separate 


degreasing operations 


by Using 3 LA (; 0S G LV 


HR SECOHighest Stabilized Degreasing 
Solvent—BLACOS OLV is stabilized not 





alkalized—Years of research have produced 
this outstanding solvent. Contains no alkaline 


materials for the purpose of neutralizing acid after 





breakdown. Stabilizers prevent breakdown 


and possible acid formation. Blacosolv is the 





one solvent for all metals or combination of metals. 








Write today for 


full information B Wp 0 iS 0 LV ie 


highest stabilized 
; degreasin 
| G. S$. BLAKESLEE & CO. me el 1844 So. 52nd Ave. 


CHICAGO « NEW YORK » TORONTO CHICAGO 50, ILL. 


SOLVENT VAPOR DEGREASERS NIAGARA-METAL PARTS 
in standard or special WASHERS—built 
conveyor to fit your 


ANADA 
models —_ needs 
G.S. BLAKESLEE & CO.,LTD. 


1379 Bloor St., W. 
TORONTO 9, ONTARIO 
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BUCKINGHAM 
GréeasEless 


2 
Z 2 
la 
fo 
, 
VAP 
y 
4 
, 
4 


ite dium 
TS COM M. “(0 arse 


NOHAM fn 
fF 2. 
: ] \ iP, Write Dept. C 
ee | \ ) for Samples 


REPRESENTATION FROM COAST TO COAST 


“7ée BUCKINGHAM PRODUCTS @. 


14100 FULLERTON AVE. e¢ DETROIT 27, MICH. 
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ENTHONE LABORATORIES DEVELOP STRIPPERS 
FOR ENAMELS, LACQUERS, VARNISHES, PAINTS 


e 








sed mixed with water. Strippers are available that do not attack any kind of 
e fast action and economy of operation, - a 


INCORPORATED 
442 Elm 
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MAN and MACHINE 
BEHIND THE GUN 


@ 
PICKLING MACHINE 


SPURS BAZOOKA 
SHELL OUTPUT 


The combat soldier's bazooka is his sling of David 


against the Goliath of enemy armor. If his first shot 
doesn't score, the gunner gets no second chance. So 
bazooka rockets must be as nearly flawless as man 
and machine can make them 

Here's where Stevens automatic processing equip- 
ment answers the call to arms One of the Army's 
major suppliers of these rockets uses Stevens equip- 
ment exclusively for phosphoric acid pickling of shell 
head bodies to remove rust and scale prior to painting 

Because of the intricate shape of the parts being 
processed, Stevens engineers designed a special rack 


with an arc-like movement which helped drain the 
shells before each treatment change, to reduce carry- 
over and contamination. In addition, the arc-like 
movement in agitation provides a highly uniform 
flushing action through the shells while they are in 
the solutions 

Once again you have an example of how Stevens 
machines and engineering know-how” solved a 
detense production problem. The Stevens organiza- 
tion can also help you with your operations. Call in 
your nearby Stevens representative today or write 
direct. There’s no obligation 


METAL FINISHING EQUIPMENT AND SUPPLIES SINCE 1883 





“eens WAN 


INCORPORATED 


DETROIT 16, MICHIGAN 
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@ Whether it’s original equip- 
ment or a replating job on 
an automobile bumper, the 
polishing is performed effici- 

ently and economically with 

tough, durable EXOLON 

aluminum oxide abrasives. 

Carefully graded, chunky- 

shaped grains of EXOLON 

are treated to provide high 

ee capillarity for a better bond on 

nis was . is > 

sealan on the the set-up wheel. 
Buick bumper (il- 
lustrated) by first 
using 150 and then 
220 grade RHT 
EXOLON. When 
its EXOLON ... 
you can count on 
smoother surfaces. 














WRITE TODAY for the 
COMPLETE EXOLON STORY 


the EXOLON Company 


943 EAST NIAGARA STREET TONAWANDA, NEW YORK 


MANUFACTURERS OF SILICON CARBIDE AND ALUMINUM OXIDE ABRASIVES 
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We Cau Help You 
Find the RIGHT Answer 
to YOUR kaa Problem 


Here’s a Typical Example = 


When certain metal manufacturers found they 
could no longer chrome plate, or that they could 
use only “scant” chrome plating. . 

We developed Clear Coatings (baking and air- 
dry types) which give “better than the original” 
service in two ways: 

1. In conjunction with chemical preparation to 
closely simulate chrome plating or brass. 

2. To give long-life protection to scant chrome 
plating (chrome over copper without nickel), 


Take advantage of this proved ability to 
develop special finishes for all pecpeste— 
and to supply fine civilian and gov- 
ernment specification finishes of all 


Send details of your requirements 


Strathmore Products, Tue. 


1970 W. FAYETTE ST. Phone 4-2118 SYRACUSE 4, N. Y. 
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METHOD THAT ELIMINAT 


HEAVY OVER-TIME FOR SCRAPE DOWNS 


You'll never know how simple and easy .. . and inexpen- 
sive...it is to peel-off all accumulated overspray unt 
you use “LIQUID ENVELOPE”, the original and still 
the most satisfactory “strip coating”. Why not order a 
9 gallon can at the drum-lot price today? 





BETTER FINISHES & COATINGS, INC. 


268 Doremus Ave., Newark 5, N. J.° 122 East 7th St., Los Angeles 14, Calif. 





DISTRIBUTED BY 
General Spray Equipment Co., Boston, Mass. R. W. Renton Co., Metal Goods Corp., St. Louis, Mo., 
Bay Stote Spray Equipment Co., Springfield, Mass. Cleveland, Ohio, Indianapolis, Ind. North Kansas City, Mo., 
Lea Manufacturing Co., Waterbury, Conn. Vic Miner Co., Toledo, Ohio Dallas, Texas, New Orleans, Lo. 
Edgcomb Steel of New England, Milford, Conn. | Abrasive & Supply Co., Detroit, Mich. Hubbard & Stau, Los Angeles, Calif. 
Kellerman Paint Co., New York, W. Y. Melson Industrial Supply Corp., Grand Rapids, Mich. M. E. Smith Co., Los Angeles, Calif. 
Gropek Paint Co., Newark, W. J. O'Donohue Sales Co., Milwaukee, Wis. C& H Supply Co., Seattle, Wash. 
M. Buten & Sons, Inc., Philadelphia, Po. Paints & Lacquers, Inc., Chicago, Ill. Hugh Russel & Sons Ltd., 
Deon & Barry Co., Columbus, Ohio Tanner & Co., Indianapolis, Ind. Montreal & Toronto, Canada 
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@ Flat-Top, the premium copper anode ata 
popular price, is SMOOTH! No gates or 
flash to hang on basket. 


@ Flat-Top has Greater Area. From 20 to 
25% more effective area than the ordinary 


better than 


@ Flat-Top is “Good to the last molecule!” 
No waste, no annoying scrapping of 
“swords” and hooks. 100% efficiency. 


@ Flat-Top is Predictable! Eliminates 
rapidly changing anode area as ovals 


/ better than ball anodes 


ball. More metal, less frequent loading. 


@ Flat-Top is Pure. No cavities to hide 
inclusions of copper oxide, silica or 
dirt. Manufactured from highest purity 
copper. 


oval anodes 


corrode, decreasing sludge formation and 
rough plating. 


@ Flat-Top is Ready! No delay, no extra 
costs of fabricating and attaching hooks. 
Load your tanks right from the keg. 


and copper FlateTop is... 


@ CLEAN! Packed in new durable wooden 
kegs, protected from contamination of 
battered, used drums. 


UY 1 


BROTHERS INC. 


@ CONVENIENT! Keg is safe to stack, easy 
to roll or truck. And all these PREMIUM 
FEATURES with substantial savings for you! 








Ask for your copy of the 
Copper Flat-Top Folder. 
Call the nearest Wagner 
Branch listed below er 
write fer the name of 
eur representative in 
yeur area, if the branch 
lecation is net cenyeni- 
ent. Wagner Brethers pel- 
ishing and plating equip- 
ment and materials are 
available in all indus- 
trial centers. 





iy GAG GRR, p8H_ BPH NH 


WAGNER BROTHERS, INC. BRANCHES 


Chicago 30, Illinois 
5306 West Lawrence 
$Pring 7-7795 


Cincinnati 36, Ohio 






6710 Hampton Drive 


Sycamore 4911 


Rochester 19, New York 
322 Genesee Park Bivd. 
Genesee 5099 








STEEL BUFFING 
GIVES THAT 











Are you troubled with gray or cloudy dark 

finishes, caused by copper and nickel allo- 

cations? You can restore your bright 

quality mirror finish by steel buffing with 

SIEFEN’S STEEL BUFFING COMPOUNDS 
and FRAY PROOF BUFFS! 
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Clear Metal Lacquers 
Warimuam redhesiou to 
ZINC, BRASS, COPPER and SILVER 





THE CLINTON c—_ 


1210 ELSTON AVENUE © CHICAGO 22,. ILLINOIS 














Cowles LP is an anhydrous, non-silicated 


soak cleaner for use on all metals except 
COWLES TECHNICAL 
SERVICE aluminum. LP removes buffing compounds, 


Gladly Furnished é , : 
Upon Request drawing compounds, and other soils without 
pitting or depositing white film on such work 
as zinc base die castings, brass, steel and other 


alloys. LP works rapidly and thoroughly. It 


leaves a chemically clean surface after rinsing. 


COWLES CHEMICAL COMPANY 
METAL CLEANER DEPARTMENT 
7016 Euclid Avenue . Cleveland 3, Ohio 


en a of } i 
L|/ Ctedme 2 


/ /f 


, @ f / t / 
/ / / fF So ; WLU 
tis tackseEr. DWE for 4 
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edilorial JAAS 


Vol. 16, No. 6 


SCRAP --- Reduce It; Put lt Back To Work! 


In metal manufacturing processes, by their very nature, a definite percent- 
age of the raw material is converted into scrap rather than the finished prod- 
uct. Industry must approach this vital problem along two paths: (1) reduce 
the amount of scrap generated; (2) get the scrap metal that is produced back 
to the basic metal producer. 


The amount of scrap formed can be reduced or controlled by designing 
each product so as to reduce waste to a minimum, and by utilizing strict 
quality control procedures in the manufacturing process so that only accept- 
able parts are produced. 

With the military production program shifting into high gear and with so 
many metals on the critical materials list, it is imperative that a positive scrap 
collection program be instituted and energetically pursued throughout in- 
dustry. Anything less will not only have an adverse effect on the civilian 
economy, but may seriously hamper the total production effort. 

In addition to scrap metal produced during normal operation, sources of 
good scrap such as old, out-of-service machinery and equipment should be 
tapped. A careful survey will reveal many pieces of old equipment (old plat- 
ing racks, tanks, and miscellaneous machinery, for example) that can be re- 
turned, through re-processing, to active service. 

Realizing the fact that critical metals must be used sparingly, and that scrap 
must be returned to useful service, military organizations, even in Overseas 
operations, have initiated a metals conservation program which includes scrap 
collection. 


Certainly civilian industry can do no less. 
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By EZRA A. BLOUNT 
Editor 


of the casket manufacturing industry, by reason of the wide 
range of needs and wants to be supplied, must conform with a high quality 
standard, yet permit a considerable variation in exterior appearance over a 
wide range of models. To accomplish this result, electroplating and many lac- 
quer finishes are specified by casket designers, the artful combination of the 
two finishing methods producing many artistic effects. While the many colors 
and artistic effects cannot be seen in the photo serving as the article heading, 
it does reveal the finish luster on these products. 

A leader in the casket manufacturing field and one that confines its entire 
attention to metal caskets is the Belmont Casket Manufacturing Company, 
originator of the lead coated metal casket. Founded in 1906 at Bellaire, Ohio, 
the company moved part of the factory to Columbus, Ohio, in 1916. The mod- 
ern, four-story Columbus plant now serves as the main office and the finishing 
and assembly plant. 

The company takes great pride in the policies it has instituted for the benefit 
of its employees. Group insurance, a two-week plant shutdown with paid 
vacations, retirement benefits, Christmas bonus, company softball, bowling, 
and golf teams are but a few of the activities and benefits that encourage 
Belmont employees to remain with the company. Mr. J. N. Diday, vice presi- 
dent, who joined the company in 1907, reports proudly that there are 52 em- 
ployees, each with over 25 years’ service to his credit. Since quality casket 
finishes cannot be obtained except from skilled finishers, and since such skill 
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Metallic and (ear 


Lacquers Utilized tu 
Fe hug 














must be developed over a period of years, the company profits greatly from 
its ability to retain skilled operators in its employ. 

The manufacturing process plan at Belmont specifies that parts be formed 
at the Bellaire, Ohio plant and shipped to Columbus where they are completely 
assembled. By reason of the size of the casket parts, large presses are required 
in the forming operation which is rightly established as a separate function. 

Shells are formed from 16 and 18-gauge steel and 15 and 17-gauge solid 
copper. Terne plate was formerly employed, but when that metal became dif- 
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ficult to obtain, uncoated steel was 
substituted and a lead plating process 
installed to lead plate the caskets. 
Hardware parts are made of steel, 
zinc-base die castings, antimony-lead 
castings, bronze castings, and finished 
to produce a wide variety of effects. 


Plating Steel Hardware 


Formed steel hardware parts are 
finished in various shades of copper 
plate, or oxidized silver plate and 
coated with clear lacquer. Polishing 
precedes plating, and is accomplished 
generally in three operations. 

1. Polish on a 180 emery set-up 
wheel, using an 8-inch wheel 
turning at 2,300 r.p.m. 

. Polish on a 180 emery set-up 
wheel, using a tallow lubricant. 

. Polish on sewed buff, using Stev- 
ens greaseless buffing composi- 
tion for this operation. 
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Figure 1 is a view of one section of 
the polishing department. 

Following the polishing operation, 
steel parts are either copper plated or 
silver plated. The copper plating proc- 
ess is as follows: 


1, Rack and electroclean in a re- 
verse current cleaner containing 
12 oz./gal. Anodex. Temperature, 
190 to 212 deg. F. Current density, 
50 amp./sq. ft. 

. Cold running water rinse. 

. Dip in 10 per cent hydrochloric 
acid. 

. Cold water rinse. 

. Nickel plate 30 minutes at 5 to 
15 amp./sq. ft. in a solution com- 
posed of: 

Nickel (as metal) 
Ammonium chloride 
Boric acid 4 oz./gal. 
pH 5.8 to 5.9 
No agitation. Hydrogen peroxide 
used to control 
pitting. 
. Cold water 
rinse. 
. Acid copper 
plate for 30 
minutes at 10 
to 15 amp./sq. 
ft. in a solution 
containing: 
Copper sulfate 
270z./gal. 
Free sulfuric 
acid 
6.5 oz./gal. 
- Cold water 
rinse. 
. FL Ot 
rinse. 


3 0z./gal. 
2 oz./gal. 


water 


Fig. 1—In this corner 
of the Belmont polish- 
ing room steel hard- 
ware parts are being 
prepared for plating. 
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Buffing and clear lacquering, or 
other similar treatment, as specified, 
complete the process. 

Steel parts to be silver plated are 
polished and nickel plated in exactly 
the same manner as described in the 
preceding paragraph. However, after 
being nickel plated, they are rinsed 
and, without being reracked, are proc- 
essed as follows: 

1. Silver strike 10 to 15 seconds in 

a solution containing: 
Free sodium cyanide 8.0 0oz./gal. 
Silver metal 0.4 oz./gal. 
. Silver plate 1 hour to 1% hours 
at 5 amp./sq. ft. in a solution 
containing: 
Silver metal 1.5 oz./gal. 
Free sodium cyanide 5.0 oz./gal. 
Carbon disulfide brightener, 2 
oz./qt. of silver strike solution, 
added as required. (Figure 2 
shows a plater removing silver 
plated hardware from the tank.) 
. Rinse in sil- 


polysulfide, operated at 180 to 190 
deg. F. 

6. Rinse in cold water. 

7. Rinse in hot water and dry. 

Of course, if plain silver is the fin- 
ish desired, then the process is ter- 
minated at Step 4, above. By the same 
token, the oxidizing process, Steps 5 
to 7, above, can be applied following 
the copper plating cycle. 

Bronze parts are silver plated by 
the same process as that described 
for steel parts. 


Plating Zinc Base Die Castings 


The die casting surfaces are pre- 
pared for plating by polishing on a 
sheepskin wheel, using a lime buffing 
or coloring compound. Die castings are 
then copper plated as follows: 

1. Electroclean (reverse current) 
for 5 to 10 seconds in a solution 
of 4 0z./gal. Dyclene E, operated 
at 190 to 212 deg. F. 





ver recovery 
—concen- 
tration rinse. 

. Rinse in cold 
water. 

. Oxidize in a 
solution con- 
taining % 
oz./ gal. Du 
Pont sodium 


© 


Fig. 2—Operator re- 
moves a rack of silver 
plated casket hard- 
ware from the plating 
tank. The plating 
tanks are almost all 
steel, rubber - lined 
(except cleaners, 
rinses, and cyanide 
copper), and are 
coated, on the outside 
with Tygon protective 
paint. Power is sup- 
plied to this plating 
room from a_ 5,000- 
ampere Hanson- Van 
Winkle-Munning mo- 
tor-generator set. 
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. Cold water rinse. 
3. Dip in 3 per cent sulfuric acid. 
. Cold water rinse. 

5. Cyanide copper strike for 2 to 3 
seconds at 4 to 5 volts. Solution: 
Copper 2-3 0oz./gal. 
Free sodium cyanide 1.2 oz./gal. 
Sodium carbonate 2.0 oz./gal. 
Rocheltex 7 per cent by volume 
Temperature 140 deg. F. 

. Cyanide copper plate (same solu- 
tion as ri 5) for 20 to 30 min- 
utes at 5 amp./sq. ft. 

7. Cold water rinse. 

8. Hot water rinse. 

Die cast parts to be silver plated are 
processed as above down through 
Step 7, and then treated as follows: 

1. Silver strike 10 to 15 seconds. 

2. Silver plate 1 hour. 

3. Rinse in concentration rinse. 

4. Cold water rinse. 

5. Hot water rinse. 

The processes for oxidizing after 
either copper or silver plating are the 
Same as previously described. 


Plating Antimony-Lead Alloys 


Antimony-lead alloy castings are 
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smoothed on a sewed buff using tri- 
poli buffing compound, naphtha wash- 
ed, and then bright buffed using a lime 
nickel buffing composition. The cast- 
ings are copper plated in the follow- 
ing process sequence: 
1. Rack and electroclean (reverse 
current) in Anodex cleaner. 
. Cold water rinse. 
. Dip in 10 per cent hydrochloric 
acid. 
. Cold water rinse. 
. Cyanide copper strike. 
. Cold water rinse. 
. Nickel plate 30 minutes. 
. Cold water rinse. 
. Acid copper plate 30 minutes. 
10. Cold water rinse. 
11. Hot water rinse and dry. 
Antimony-lead castings to be silver 
plated are processed as above through 
Step 8, and then are treated as fol- 
lows: 
1. Silver strike 10 to 15 seconds. 
2. Silver plate 1 hour. 
3. Rinse in silver recovery tank. 
4. Cold water rinse. 
5. Hot water rinse and dry. 
Oxidized finishes on copper or silver 
may be produced as previously de- 
scribed. 


Creating Various 
Finish Effects 
with Colored 
Clear or Trans- 
lucent Lacquers 


The copper or 
silver plated 
parts, either 


Fig. og: gap | 
copper plate 
oxidized steel casket 
hardware parts. A 
mask protects areas 
not to be highlighted 
on some parts; on 
others the shape of 
the product is such 
that no mask is re- 
quired, 
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Fig. 4 — Plated and 
oxidized parts are 
buffed on a loose 
buffing wheel to re- 
move the black sur- 
face from certain 
areas. A Torit dust 
collector (right back- 
ground) removes 
buffing dirt from the 
air and returns the 
filtered air to the 
room. 


plated, or plated 
and oxidized, may 
be treated in a 
combination of 
various brushing, 
buffing and lac- 
quering (air dry lacquers) processes 
to create.a wide variety of decorative 
finish effects. One such finish is pro- 
duced by wire brushing (0.0025-inch 
diameter wire) silver plated steel 


parts, using water and pumice stone 


abrasive. The “Butler” finish thus pro- 
duced is sprayed with Zapon pear! lac- 
quer (tinted) to produce the desired 
color and shade. To preserve the exact 
“Butler” finish, the hardware parts 
are sprayed with Maas and Waldstein 
93D clear lacquer. Some of the colored 
finishes secured over a “Butler’’ base 
are called ‘‘Rose Beige’, ‘‘Nile Green”, 
and ‘“Champagne’”’. A ‘‘gold tone”’ pearl 
lacquer may also be used over a wet 
scratch brushed silver surface. 

An “Onyx” shade is produced on a 
copper plated and oxidized surface by 
“highlighting” the parts on a wire 
brush, using water but ng pumice. 
Figure 3 is a view of this operation. 
Clear lacquer is applied to the brushed 
and dried parts. 

A “Chromatic Silver’ finish is pro- 
duced by oxidizing the silver plate to 
iridescence, then wet brushing with 
pumice stone to highlight the surface, 
drying, and spraying with a clear lac- 
quer. Darker shades produced in a 
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similar manner, but with a more ex- 
tended oxidizing process, are called 
“Silvertone”, ‘Imperial’, or “Gun 
Metal”. 

Different effects are produced when 
oxidized surfaces are “highlighted”’ on 
a loose buff wheel instead of a wet wire 
brush. Figure 4 is a view of that op- 
eration. Clear lacquering is employed 
as the final coat in this process also. 

Belmont finish technicians regularly 
process parts in seven or eight differ- 
ent reproducible shades. The same 
colors may be produced by oxidizing 
either copper or silver, the length of 
the immersion dip determining the 
shade in each case. 


Finishing Casket Shells 


Casket shell sections are spot weld- 
ed together to form the complete as- 
sembly. Seams are soft soldered and 
surfaces are smoothed with 36, 60, and 
80 emery sanding discs, using rotary 
sanders. Lids are fitted and assembled, 
and the assembled casket is cleaned 
with a steam gun and a solution of 
Turco cleaning compound. A pre-paint 
phosphatizing solution is next brush- 
ed on and allowed to dry for 20 min- 
utes. 
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A primer-surfacer (M & W 23005) 
is next applied and permitted to air 
dry. Seams and all critical surfaces are 
smoothed, filled, dried % hour, and 
spot sprayed as necessary. The shells 
are next baked for 2% hours at 240 
deg. F. in a large gas-fired oven. 

Following the baking operation, the 
surfaces are sanded with dry Durite 
180 and wet Durite 220 sandpaper, em- 
ployed in National Air Sanders. Fig- 
ure 5 is a view of one section of the 


Fig. 5 — Sanding the 
primer-surfacer coat 
on Belmont caskets. 


sanding room. 
The sanded sur- 
face is next care- 
fully wiped with 
tack rags, and 
sprayed with a 
full coat of gray 
primer. After air 
drying, the prim- 
ed surface is wet 
sanded with Behr- 
Manning Speed- 
wet 320 to produce a surface suitable 
for finish coating. 

Casket finish coats consist of coats 
of metallic, colored lacquer, and clear 
lacquer. Shading lacquers are applied 
to produce various effects. Such colors 
as Interchem Opalescent Bronze, Im- 
perial Silver, Rose Beige, Suntan, 
Natural Copper, Persian Silver, and 
Taupe Bronze are applied. 

The spray room for final finishing 
is supplied with filtered air, under 


Fig. 6—Caskets are mounted on swiveling pedestals for finish coat spraying. The pedestals can 
be moved vertically at will through the action of an air cylinder. 
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UDYLITE 


RHEOSTATS, RECTOPLATERS 
AND SEMI-AUTOMATICS 
PROCESS 


PRATT & WHITNEY 
ENGINE PARTS 


Pratt & Whitney Aircraft uses Udylite equipment 
to provide tough, durable finishes for vital aircraft 
engine parts. Their vast plating department con- 
tains row upon row of dependable Udylite Recto- 
platers, banks of Udylite Rheostats and batteries of 


Udylite Semi-Automatic Plating Machines. 

Processes range from chrome to cadmium plating: 
parts include combustion chamber liners, turbine 
shafts and many other smaller units requiring 
various surface finishes. Proof of the effectiveness of 


the long-wearing protective finishes applied with 


CORPORATION 


DETROIT 11, MICHIGAN 
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Udylite equipment is found in the fact that Pratt & 
Whitney's J-42 Turbo-Wasp jet engines are flying 


1,000 hours between overhauls. 


Udylite electrical equipment and plating machines 
in your metal finishing operations can give your 
products the same wear-defying durability. Call in 
your Udylite Technical Man today and have him 
show you the Udylite short-cuts to better plating, 
anodizing, carburizing, blackening or any other 
process of either a special or standard nature. 


There’s no obligation. 


ad by 
P » 4, 


/ 
pS 


PIONEER OF A BETTER WAY IN PLATING 
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slight pressure, and is equipped with 
5 DeVilbiss down-draft spray booths. 
Figure 6 shows two views of the spray 
booths and spraying operation. 

Following the application of the re- 
quired basic lacquer finish coat and 
three coats of clear lacquer, caskets 
are allowed to air dry and are then 
rubbed down by hand, using 360 or 400 
sandpaper. 


Fig. 7—A view of the rub- 
bing room where the final 
high luster is applied to 
casket surfaces. 
(All photos by 
PRODUCTS FINISHING) 


Next, using rubbing 
compound and_ sheep- 
skin wheel, the surface 
is smoothed carefully. 
Last, metal polish is 
used to secure the final 
luster. Figure 7 shows 
a finisher rubbing a lac- 
quered casket. 

Final assembly op- 
erations on caskets 

include lining operations, for ex- 
ample, and the attaching of trim and 
hardware, and final inspection. Many 
other finish effects can be, and are be- 
ing produced at Belmont, the number 
and variety determined entirely by de- 
mand. However, the finishing meth- 
ods discussed in this article are used 
for the bulk of Belmont’s production 
of lead coated steel caskets. 





The Hot Spray Method of Finishing Passenger 
Car Bodies 


By J. B. WIESEL 
Hercules Powder Company 


HE finish put on an automobile is 

important—perhaps the most im- 
portant part, pound for pound, of all 
of its many components. 

The finish is important because: 
color sells the car; protection assures 
long service life. And the choice of the 
most economical finishing method is 
even more important. 

Today, approximately one-half of 
America’s new car production is fin- 
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ished with nitrocellulose lacquer. Pre- 
vious to 1920 all automobile bodies 
were finished with varnish. Quick dry- 
ing lacquer revolutionized the finish- 
ing of automobile bodies. 

About 1934 the baked enamel finish 
started to make serious inroads into 
the position dominated by lacquer, 
chiefly because cold lacquer always 
has required extensive polishing and 
rubbing for finest results, as well as 
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PAINT- MISE 


PROVES FAR SUPERIOR IN ACTUAL TEST 


Homille™ Turo Ruvend neers 


6, 195 


Read what this 
Prominent 
Paint-Miser User says... 
— —Then Compare 
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Hamilton's own words and pictures tell the profit 
story of Paint-Miser, the modern, electronic paint- 


spray unit. Find out how you can enjoy these 
immense savings in your finishing department. 
Ask us to send a Paint-Miser expert to you. Ng 
obligation. Write or wire at once. 


ASHDEE PRODUCTS, INC. 
18029 Dixie Highway »* Homewood, Illinois 
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by using ARROW 


\PRE-COLORED 


ALUMINUM 


or 
STEEL COIL 


How much 

could you save 

by eliminating your 

finishing department? 

Why not have Arrow 

furnish you with Pre-coLorep 
coils ready for roll forming or 
stamping! In fact why not have 
Arrow also do the forming! 


Arrow’s process of continuous strip 
alodizing and color-coating has 
caused a sensation in the field of light 
metals fabrication. Many industries 
are now using ARROW’s PRE-COLORED 
coil with outstanding success. 


Arrow’s baked-on enamel finish in 
all colors on steel and aluminum coils 
is corrosion and scratch-resistant. It 
combines hardness with flexibility. 


Why not investigate Arrow Services! 
We are prepared to handle an order 
of any size—large or small. Our 
engineers will be glad to analyze 
your problems without obligation. 


Our services include: 


Continuous Color Coating 
Alodizing «+ Slitting 
Roll Forming 


ARROW / 


METAL PRODUCTS CORP. 
HASKELL, N. J. 
Pompton Lakes 7-1820 
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multiple coats of application. In the 
adoption of the baked enamel finish 
some sacrifice was made as to show- 
room appeal and the loss of the high 
quality finish obtainable from a rubbed 
surface, but with a gain in reduced ap- 
plication costs and no rubbing. 

One of the principal drawbacks to 
lacquer has been the limited solids ap- 
plied per coat, as compared to those 
deposited per coat of synthetic enam- 
els. An early approach to, and solu- 
tion of this problem was made some 
years ago by building up the solids 
content by specific formulation. And, 
during the past ten years, the solids 
content of the average lacquer has 
been increased rather markedly. To- 
day, some manufacturers actually ad- 
vertise 35 per cent high-solids clear 
lacquer for specific purposes, and most 
cold lacquers will vary from 20 to 30 
per cent solids at the gun. 

The hot spray process takes the 
idea of increased solids one step fur- 
ther. In this process, reduction to 
spraying viscosity is achieved by heat- 
ing the lacquer to approximately 160 
deg. F. instead of depending entirely 
on the use of thinners. There is no 
particular safety hazard involved in 
heating and spraying lacquer at 160 
deg. F. The safety precautions are the 
same as for cold spray lacquer. Basic- 
ally, there is no difference in the qual- 
ity of finish, or in composition of sol- 
ids, between hot and cold - sprayed 
lacquers. The solvents, however, are 
different, fast evaporating solvents are 
almost eliminated, the solids applied 
are higher, and the number of coats 
are correspondingly fewer. 

This development, first investigated 
in the late thirties, has been thorough- 
ly studied by many interested organ- 
izations, but until recently the lack of 
adequate mechanical methods for eco- 
nomical application made the hot spray 
process of little interest. Now, spray 
equipment and heaters are available 
with which heated lacquers can be ap- 
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The NEW ROHCO Comet RECTIFIER 


DESIGNED FOR YOUR 
CONVENIENCE 


Your operator will appreciate the lat- 
est features shown in the above photo- 
graph as he uses the New Comet Recti- 
fier for Hull Cell Control or other small- 
scale plating operations. 

The simplicity and dependability of 
the unit makes its use in your plant a 
modern control necessity. 


SPECIFICATIONS 


INPUT: 110 Volts, 60 Cycles AC, Single Phase 
OUTPUT: 0-6 Amps. at 0-18 Volts; 0-30 Amps. 
at 0-15 Volts. Minimum Ripple—Heavy Duty 
Rectifiers for Continuous Operation 
AMMETER: Dual Range, 0-6; 0-30 Amps. 
VOLTMETER: Single Range, 0-20 Volts 
STEPLESS VOLTAGE CONTROL: 0-Full Load 
TIMER: Interval Timer, 0-5 Minutes with Manual 
Stop. May be switched in or out of circuit 
DUAL CONVENIENCE OUTLETS: For 110 Volt 
Accessories 


JUST PIN THIS COUPON TO YOUR LETTERHEAD! 





R. 0. HULL & CO., Inc. 


1304 Parsons Court 
Rocky River 16, Ohio 
Canada: Armalite Co., Ltd. 
Toronto 6, Canada 


Gentlemen: 








Company 








Street Address 
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Rectifier Department 

R. O. HULL & CO., INC. 
1304 Parsons Court 
Rocky River 16, Ohio 


Please send details and prices on the 
NEW ROHCO Comet RECTIFIER 
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plied with maximum efficiency and 
economy. And, in this connection, the 
Commercial Solvents Corporation, 
holder of the basic patent for the hot 
spray lacquer process, is to be com- 
mended for its vision and interest in 
dedicating the patent to the public in 
order to further the development of 
this method. It behooves the automo- 
bile industry to take another look at 
hot lacquer because this process brings 
the cost of applying lacquer into ap- 
proximately the same range as apply- 
ing synthetic enamels, and thus makes 
many of the advantages of lacquer 
available with greater economy than 
was heretofore possible. 


Improvements in Lacquer 


Even with respect to the material 
itself, hot lacquer today is not the 
Same as it was in 1939, or even the 
same as last year. Let us review 


briefly the things that have been done 
by the industries to make it better. 


Pigments have been improved. Ma- 
roons are more permanent. Blues show 
less bronzing. Creams from new or- 
ganic yellows don’t fade. And, with 
rutile TiO, and aluminum powder, 
chalking is virtually eliminated. 

Resins have been improved. Today's 
specially-designed lacquer resins fea- 
ture extreme sunlight stability, water 
resistance, and weathering qualities, 
plus complete (not marginal) compat- 
ibility. 

The film-forming ingredient itself 
has been improved by constant re- 
search and by adoption of advanced 
production methods. 

Today’s nitrocellulose is better in 
quality, and lower viscosity grades 
have become standard. This means 
higher solids at the gun—fewer coats 

lower costs—longer service life. 

The way that lacquers are put to- 
gether has been greatly improved. 
New solvents, new solvent combina- 
tions, and new knowledge of solvent 








@ GIVES AN EVEN FINISH 
e SPEEDS UP PRODUCTION 
© IMPROVES QUALITY OF PRODUCT 


This new fully automatic, portable 
spraying machine is activated solely by 
air pressure. Only one operator is need- 
ed to load, and remove finished and 
unfinished work. WRITE FOR FULL 
INFORMATION. 





| THREE MODELS 
AVAILABLE 
4 Spindles 
8 Spindles 
12 Spindles 


Ideal for spraying: Cans, Novelties, Compacts, Containers, 
Aluminumware, Electrical Appliances, Flashlights, Fans, etc. 


J. HOLLAND & SONS, INC. = 276 soura stn sr. Brooxiyn 11, y 
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NOW...simulate copper, brass and bronze on. 


products like these with M&W PLATELUSTRE 


Don’t let critical metals put a needless 
crimp in your production! 

Take zine or steel—apply a coating of 
one of the new PLATELUSTRE 
finishes. You wind up with products 
and parts that look so much like 
copper, brass and bronze that the eye 
can scarcely tell the difference! 


Whether you have been using now 


unavailable copper and its alloys for 


making products or for plating products, 


fe 
76th 
YEAR Ne 


PIONEERS IN 
PROTECTION 


you will find these new M & W finishes 
equally effective in keeping your plant 
running. There are types for air- 
drying and baking schedules—pick 
the one that best fits your production 
requirements. 

Let an M & W Technical Service 
Engineer show you—right in your own 
plant—how easy these PLATELUSTRE 
coatings are to use, and what striking 
effects they produce. Or, if you prefer, 
write for free literature. 











MAAS <& WALDSTEIN CO. 


Midwest Div.: 1658 Carroll Ave., Chicago 12, il. - Pacific Coast Div.: Smith-Davis Co., 10751 Venice Blvd., Los Angeles 34, Cal. 


NEWARK 4, N. J. 


MANUFACTURERS OF INDUSTRIAL FINISHES 
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More Production 
for Your Glove Dollars 


It pays you to buy 
gloves that permit fast 
and easy work, with 
protection. No one or 
two gloves fit all jobs. 
There’s more pro- 
duction in the right 
glove for each job. 
PIONEER’S new 


flex palm an 


R-15 Extra Duty, 
red neoprene 
coated fabric, 
curved fingers, 
non-slip grip, pre- 
in- 
serted thumb de- 
sign. Knit wrist. 


Stanzoil catalog shows you how to 
buy. Unbiased advice—Stanzoils in- 
clude all kinds of liquidtight gloves: 
all-neoprene, neoprene and vinyl- 
coated. 32 styles, 
weights, sizes, colors. 
Get dexterity plus ut- 
most protection. In- 
crease production, 
avoid work stop- 
page, satisfy workers 
—write for your 
Stanzoil catalog 


today! 


Industrial Products Division 


The PIONEER Rubber Co. 


685 Tiffin Rd., Willard, Ohio 


P.S. 


If your glove problems ° 


are unusual because of the nature 
of your product finishing opera- 
tions, PIONEER welcomes the 
opportunity to help you solve 
them. Write us about your needs 
and problems — you'll save 
money, improve your glove 


service. 


| 
| 
| 
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behavior have led to easier application 
at lower costs. 


What Lacquer Can Offer 


A number of advantages in the use 
of lacquer, of particular interest to 
the automobile industry, can be cited. 

Lacquer is the FASTEST drying 
finish. Dirt pickup is held to a mini- 
mum while the film is drying, and mar 
resistance develops almost immedi- 
ately. Little trouble from overspray is 
experienced. No baking is needed; but 
force-drying at low temperatures can 
be employed for economies of heat and 
time. Two-tone jobs can be finished 
without intervening bake and wait. 

Lacquer is the easiest to use be- 
cause: special colors and metallic fin- 
ishes impose no limits; color standards 
set up by stylists and designers are 
easily attained in full production; 
touchup is easy, even after glass, rub- 
ber, and so on, are installed; rejected 
parts can be ‘‘spotted” perfectly, no 
need for complete refinishing; lacquer 
solution is more stable in storage— 
whether in pressure tanks, in the spray 
system, or in other containers. 

A lacquered car has an enhanced 
showroom appeal. It has brilliant color 
and depth. Lacquer lasts longer; its 
original luster, even after long usage, 
comes back merely by polishing. Re- 
pairs are quicker; minor touchup jobs 
are less costly. 

The hot spray method of application 
produces all of the advantages out- 
lined above, obtainable with cold lac- 
quer, plus the following: 

1. Solids are higher and the thick- 
ness obtained for each pass is greater. 
When the lacquer is warmed or heat- 
ed, the gun can spray it at higher con- 
centrations. A lacquer, which at room 
temperature cannot be sprayed above 
21 per cent solids, can be sprayed at 


| 30 per cent solids when heated. 


2. Solvent waste is lower. Obviously, 
this higher per cent of solids means 
that less solvent is needed. A typical 
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Use Behr-cat Tape 


Here's everything you want in a masking tape: 


STRENGTH—nicely balanced between tensile 
strength lengthwise and tear strength crosswise. 


STICK — just the right tackiness to stay where you 
put it the way you put it. 
STRIP—fast, easy, no-residue strip-off, with no 
peeling away of your surface finish. 
BEHR-CAT Tape is tops for faster, easier masking, 
7 stenciling, sealing and protecting on any job. Use 
it regularly for best results. 


is welcomed at; BEHR-MANNING. Our extensive 
laboratory facilities are at your service. Put us to 


the test. Write today. Address Dept. °F-3. 


BEHR- MANNING © pecs, 


PRESSURE-SENSITIVE T 


division of NORTON Company 
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lacquer at 21 per cent solids uses 3.76 
pounds of solvent for each pound of 
solids. At 30 per cent solids, only 2.33 
pounds of solvent are used for each 
pound of solids. 

3. Coverage per gallon is increased. 
If one gallon of lacquer, applied cold, 
will finish 100 units, then one gallon 
of the same lacquer sprayed hot, using 
a different solvent composition, will 
finish, theoretically, 143 units (with 
the same thickness of film). 

4. Fewer coats are needed. Fre- 
quently three coats are required to ob- 
tain sufficient finish to beautify and 
protect a product. Experience has 
shown that by spraying hot at higher 
solids, two coats can give the same 
satisfactory amount of finish. 

5. Capacity of the finishing plant 
can be increased. Reduction in num- 
ber of coats from three to two is 
equivalent to adding 33 per cent extra 
capacity (which for cold lacquer would 
mean one-third more floor space, more 


| THRIVE 
ON DUST, 
LINT AND 
SAND 
PARTICLES 


Standard of the FINISHING INDUSTRY for 17 years. 


s\ u“ 
DETROWF==7 AC" RAG 
DETRO MFG. & SALES CO., INC., CULVER CITY, CALIF. 
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guns, more operators, more compressor 
capacity). Similarly, reduction of a 
two-coat finishing schedule to a one- 
coat schedule, which frequently is pos- 
sible, is equivalent to adding 50 per 
cent to the existing finishing capacity. 

6. The finish has better flow-out. All 
existing evidence indicates that heavy 
films flow out better than thin ones. 
The hot spray technique not only 
makes heavy films possible, but en- 
courages this. There is a natural tend- 
ency to apply heavy coats, as a result 
of the inherent higher solids content. 

7. The finish has less tendency to 
sag. Lacquers applied hot, at corre- 
spondingly higher solids, have less 
tendency to sag than lacquers thinned 
for applying at room temperatures. 
For example, one lacquer applied to a 
vertical surface at room temperature 
sagged when a film thicker than 0.001 
inch was applied. The same lacquer 
solids, applied at 160 deg. F. in a hot 
spray solvent formulation, did not sag 
when 0.002 inch of film was applied. 

8. Blushing is eliminated. In some 
areas, blushing is a major problem, 
particularly during humid weather. 
Moisture condensing on the freshly 
sprayed lacquer droplets as they are 
cooled by the rapid evaporation of sol- 
vent clouds the film. When lacquer is 
sprayed hot, instead of at room tem- 
perature, it is virtually impossible to 
create a blushing condition. 

9. Higher viscosity raw materials 
can be used in formulating hot spray 
lacquer, thus providing lacquer films 
with improved physical properties, 
such as tensile strength and tough- 
ness. 

10. The color and heat stability of 
automotive type lacquer are excellent 
for hot spray application. 

11. One more final reason for con- 
sidering hot spray lacquer today is 
that it is a method of conserving fin- 
ishing materials. Like everything else 
today, most lacquer ingredients are in 
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Push- 
button 
Pickler 


saves Time 


and Space ! 
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This General Electric installation for automatic pickling was designed 
and built by the American Machine and Solvents Co., New York, N. Y. 


Portable and with easily adjusted controls, this equip- 
ment is adaptable to changes in production flow 


A new type of pickling machine is saving 
time, labor, and other operating costs for 
the General Electric Company, Schenec- 
tady, N.Y. 

The pickler was specially designed to fill 
that company’s need for an automatic 


pickling unit for small parts. 


The unit is completely automatic and is 
operated by a series of easily adjusted 


timer switches. At the end of a cycle of 


rinses and muriatic acid baths, the ma- 
chine automatically stops and sounds a 
finish’? signal. It is compact (about the 
size of an office desk), and is easily 
moved from place to place. 


All parts of the unit subjected to abrasion 
or pickling solution are made of high- 
strength, corrosion-resistant Monel®, 
The designers chose Monel because of 
its long life under severe impacts and 
hard usage, even when used in relatively 
lightweight cross-sections. 

Today, much Monel is being diverted to 
defense applications. Therefore, to reduce 
difficulties due to extended deliveries, 
anticipate your needs... 
advance. And remember to include com- 
plete N.P.A. ratings. Also, write for your 
copy of “5-Way Savings in Pickling.” 


.order well in 


For help in specific pickling applications, you 
can always get advice from Inco’s Technical 
Service Section. 


THE INTERNATIONAL NICKEL COMPANY, INC. 
67 Wall Street, New York 5, N. Y. 


MONEL... for minimum maintenance 
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Synthetic Enamel 

1-2 double coats; generally 
baked at 250 deg. F. for 45-60 
min.—cannot be spot re- 

Fair to good without rubbing. 
Has high gloss but orange 
peel is inherent and cannot 
be rubbed out without con- 
siderable effort and expense. 


paired. Entire panel must 


be refinished. 


Un- 


Hot Lacquer 
1-2 double coats; probably 
needs slightly longer force 
drying than cold lacquer— 
easily spot repaired and 
touched up. 
Good to excellent. 
rubbed finish approximates 
baked synthetic enamel. 
Light polishing develops 
finish equivalent to 
polished cold lacquer. 


Cold Lacquer 
Excellent; cold lacquer fin- 


ishes require polishing; 
when properly rubbed and 


polished; fullness, depth 
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and texture are excellent. 
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3 double coats; generally 


Application 
Appearance 


, cold lacquer and baked synthetic enamel finishes have the 


High quality hot spray lacquer 


same durability. 


Outdoor Durability 
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short supply. Experience shows that 
lacquer applied by the hot spray proc- 
ess covers more square feet of surface 
per gallon. 

A comparison between hot lacquer, 
cold lacquer and baked enamel fin- 
ishes is outlined in Table I. 

It is significant to note that in the 
application of the finish where labor 
costs are high, hot lacquer and syn- 
thetic enamel are comparable, whereas 
the cost of applying cold lacquer is 
higher, due to the excessive number of 
application coats required and the 
need of final polishing to remove or- 
ange peel. Hot lacquer still shows 
slightly higher material costs than 
synthetic enamels, but these are more 
than offset by the added ease of touch- 
up, reduced time, and lower force dry- 
ing temperature. 

It must be expected in a new devel- 
opment such as this that many impor- 
tant problems remain for final solu- 
tion. However, it is our firm belief 
that the basic advantages offer suffi- 
cient economies to warrant serious 
consideration on the part of each and 
every automobile producer. We would 
remind you of the many difficulties 
encountered years ago when cold lac- 
quer was introduced to take the place 
of varnish. It required much persistent 
experimental work to eliminate all of 
the early difficulties. The successful 
adoption of hot lacquer may follow the 
same pattern. Again let us point out 
that such trial and error periods have 
been successfully passed through in 
other industries where, as a result, the 
number of those converting their fin- 
ishing operations to the hot spray lac- 
quer process is rapidly growing. 


& 
(Adapted for PRODUCTS FINISH- 
ING from a paper presented before The 


American Society of Body Engineers, 
Incorporated.) 
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Paint base 


WANT CORROSION RESISTANCE? WANT EYE-APPEAL? Iridite can give 


Iridite will give you better-than- | you a variety of finishes, depending 
specification protection against cor- | tin - ie ite aang se ee 
rosion. rom clear and sparkling bright or 
WANT PAINT ADHERENCE? rei. | rene ie! olive footy i fr oa 
dite provides a firm and lasting base tciallnteacegjean 

for paint by preventing underfilm | BEST OF ALL, any Iridite finish is 
corrosion, economical and easy to apply. 





Tan lha: 


Simple chemical dip; immersion time only 10 seconds to 2 minutes; no 
sealing dip; color is clear or yellow depending upon your requirements; 
salt spray resistance equivalent to 20 to 30 minutes of anodizing, elimi- 
nates need for costly racks and electrical power. 


Au Researcn Propucts 


INGORPORATED 


4004 06 E MONUMENT STREET © BALTIMORE 5 MD 
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Plating to Meet Today’s 
Conditions 


By MYRON B. DIGGIN 


Technical Director, Hanson-Van Winkle-Munning Company 
Matawan, New Jersey 


finishing industry, is beset with the 

confusion always associated with 

the necessity of making rapid 
changes in production planning. With 
restrictions on the procurement and 
use of nickel, copper, tin, cadmium, 
and with metals and salts difficult 
to obtain, many processing methods 
have been altered. The availability 
of materials for permitted uses is also 
a large and variable factor in planning 
present and future production. 

In the automotive industry, before 
N.P.A. orders were clarified, plans 
were being made to substitute semi- 
bright or bright zinc plating on steel 
parts followed by buffing or coloring, 
Passivation in a chromate dip and then 
protecting the zinc surfaces against 
tarnish and corrosion with hard baking 
clear enamels. When the government 
orders were modified permitting cop- 
per to be used as an undercoating for 
chromium, the wholesale conversion 
to zinc plating did not develop. At the 
present time, automobile bumper bars, 
tubular metal furniture and similar 
articles are being plated with 0.0005- 
0.001 inch of copper (preferably 
bright), given a light coating of nickel, 
where stocks still exist, and then 
chromium platéd to the usual commer- 
cial thickness. Some manufacturers of 
household appliances are applying sev- 
eral times the normal thickness of 
chromium where the latter is applied 
directly to copper. 


J ivsise: today, especially the 
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Chromium over Copper 


Chromium applied directly on cop- 
per has been used on appliances and 
certain lines of plumbing goods for a 
number of years and has given satis- 
factory service for these applications. 
The lower throwing power of chrom- 
ium in comparison with nickel has 
made it imperative to give considera- 
ble attention to racking and to the 
choice of a suitable copper plating pro- 
cess. It has been found that a full 
bright, leveling copper deposit with an 
active surface is more completely cov- 
ered with chromium than ordinary 
copper deposits. The recently modified 
cyanide copper PR system permits a 
remarkable degree of chromium cov- 
erage in comparison with other cop- 
pers. Production tanks are now being 
operated in the industry using bright 
acid copper and electropolished acid 
or cyanide copper as a base for chrom- 
ium. Interest has been reawakened in 
the use of modified nitric-sulfuric-hy- 
drochloric acid bright dips, chromic 
acid dips and other chemical polish- 
ing solutions to prepare the surface of 
copper for subsequent chromium plat- 
ing. To overcome deficiencies in chro- 
mium coverage in recesses and around 
holes, a thin nickel flash is being used 
wherever possible. The thickness of 
the nickel flash currently being ap- 
plied to a wide variety of items is only 
0.00005 inch. Tests have shown that 
an equivalent thickness of PR copper 
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may be substituted for the nickel pre- 
viously used, obtaining approximately 
the same corrosion protection of the 
base metal. Under some conditions of 
indoor exposure and normal outdoor 
exposure, there may be bleeding of the 
copper corrosion products through the 
network of cracks in the chromium; 
however, the corrosion products can be 
wiped off to restore the original ap- 
pearance of the article. 

For applications where nickel is per- 
mitted by government regulations, 
such as car bumpers and door handles, 
it has been found possible to replace at 
least 70 per cent of the nickel former- 
ly used with copper and still obtain as 
good, if not better, corrosion resist- 
ance than the all-nickel undercoating. 
Both accelerated salt fog tests and 
outdoor exposure indicate that a steel 
article, plated with 0.0007 inch PR 
copper, 0.0008 inch of nickel plus the 
usual chromium deposit, resists corro- 
sion better than a straight 0.0016 inch 
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YRON B. Diggin graduated from Wes- 
leyan University in 1926, receiving a 
B. A. degree and in 1928 was awarded an 
M. A. Degree from the same university. His 
work in the electrochemical field began in 
1930 when he joined the Hanson-Van Winkle- 
Munning Company as a chemist. In 1933 he 
was appointed Chief Chemist and in 1946, 
Technical Director. 

Mr. Diggin’s researches have resulted in 
a number of patents, developments, and designs in the electrochemical field. 
He is the author of numerous articles and has lectured extensively throughout the 
country. In 1946 he was awarded the American Electroplaters’ Society's Gold 
Medal. He has served for several years as Associate Editor of A. E. S. publication 
PLATING and served as president of the Newark Branch of the A. E. S. last year. 
He has been active on A. S. T. M. committees, is a member of the Electro- 
chemical Society, American Chemical Society, American Ordnance Association, 

and the Electrodepositors Technical Society (England). 


of organic bright nickel with the usual 
chromium flash. As the PR copper per- 
centage of the total coating is increas- 
ed up to at least 75 per cent, the num- 
ber of corrosion spots decrease in com- 
parison with the all-nickel coatings. 


Chromium on Steel 


Chromium is being applied direct to 
steel on a number of items. At a large 
typewriter plant, parts were formerly 
plated with 0.00075 inch of nickel fol- 
lowed by 0.000010 inch chromium to 
withstand a 90-hour salt fog test. Fol- 
lowing the procedure used on steel 
mess trays during the last war, these 
parts are now cyanide case hardened, 
and two and one-half times the amount 
of chromium applied direct to the steel 
surface, with a resulting performance 
of 78 hours in a salt fog test. To ob- 
tain this performance, the steel must 
be cyanide hardened—not furnace 
hardened. When chromium is applied 
directly to mild or furnace-hardened 
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steel, the deposits lack “snap” and of- 
ten must be colored on a wheel for 
an acceptable appearance. The corros- 
ion resistance of chromium on this 
type of steel is rather low and, because 
of the poor throwing power of chromi- 
um solutions, there are many bare 
areas on articles of complex shape. 
These areas naturally have no resist- 
ance to corrosion. 


Bright Zinc 


Because of government restrictions 
on the use of cadmium plating, many 
conversions to bright zinc have been 
made. It is the plater’s good fortune 
that a number of excellent bright zinc 
processes, producing bright and lus- 
trous deposits, are now available. To 
increase the protective value of the de- 
posits, to minimize staining and to re- 
tard the formation of white corrosion 
products, excellent chromate passivat- 
ing treatments are available and are 
being used to an ever-increasing ex- 


tent. There is also increasing use of 
baked synthetic lacquers and enamels 
that protect brightness and give in- 
creased wear resistance to the attrac- 
tive bright zinc surfaces. While it is 
realized that the combination of bright 
zinc, either buffed or unbuffed, passi- 
vated and lacquered, may not have the 
hardness, abrasion resistance and dur- 
ability of the conventional nickel- 
chromium deposits, nevertheless, it 
has been found a satisfactory substi- 
tute finish for many articles. Such 
substitute finishes can be applied con- 
scientiously and well, or on the other 
hand, in a slovenly manner that will 
lead to poor durability. The latter type 
of finishing will serve only to bring 
the plating industry into disrepute. 
The application of chromium de- 
posits directly to bright zinc surfaces 
has not had wide acceptance. Although 
chromium can be applied directly over 
bright zinc, especially when a suitable 
chromate bright dip is employed, there 











A Strippable Plastic for 
the Protection of Metals 


Striplastic is a protective plastic applied 
by spraying, dipping or rolling. It is 
used on stainless steels, high polished 
metal sheets, sheets in cold working or 
drawing, tools, dies and parts, and on 
sheets or metal parts before packaging. 
It protects against scratching and abra- 
sion, and against rust. Also available as 
a booth coat protection. 
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Among many advantages, it is non- 
toxic, possesses great tensile 
strength and is easily stripped off 
in one piece. Write for complete 
information on this new strippable 
plastic. 


COMPANY 
10828 QUEBEC AVE. 
CLEVELAND 6, OHIO 
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«tion Barrel Finishers - 


THE NEW SUPERSHEEN DISCOUNT 
AND PRICE SCHEDULE ON 
_ BARREL FINISHING COMPOUNDS 








Now, you can save 2 important ways on 

your barrel finishing compounds — 
regardless of the type of compound you use! First, it takes up to one-third 
less Almco Supershgen Compound to do a given job because only 
highest quality ingredients are used. Second, Almco’s unusual discount 
plan allows you to buy for less! 
There is an Almco Supersheen Compound that will do any type of 
barrel finishing work better because each compound has been scien- 
tifically compounded to do a specific job better-faster! 











MAIL 
ALMCO Supersheen Model 
DB-200. The Gta! word tn << “he pl 
advanced barrel finishing : 
equipment. Advanced de- “| 4 28 pages of facts 
sign handles micro-finish- 4 and pictures on 
ing of small precision parts boa , “SU PERSHEEN 
with same ease as fast cutting id : f mage 
down of larger castings, ; se hy dfipeiees Sal 
forgings, ets. Maa SupacsPet ponte at P 

finishing. 

Why worry about man power shortages and FES Hing . Fullinformation on 
high-cost labor? These two BIG PROBLEMS are compounds and 
now being solved by large and small manufacturers : abrasives. 
with Supersheen Advanced Barrel Finishing — ’ pacman: 
Equipment. A SINGLE UNIT INSTALLATION Albert Lea, Minnesota 
REPLACES FROM 2 to 12 MEN—savings run oy : 
as much as 95% under former finishing methods. Pisses euch me the shove 3 FRED Rockies 
Mail coupon at right for complete information. 








and full details on compounds and prices. 
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AMERICA’S LARGEST MANUFACTURER OF ADVANCED BARREL 
FINISHING EQUIPMENT— MATERIALS AND COMPOUNDS — Ot CT STATE 
ALBERT LEA, MINNESOTA ewe ee SOO Oe @2eaeee 

















is a tendency for the deposits to be 
milky or frosty in appearance, making 
necessary the costly color buffing of 
the chromium. 


Silver Plating 


With the defense program being  ac- 
celerated during the coming year, the 
metal supply situation, as it affects 
plating, is uncertain. Silver is one 
metal which exists in this country in 
surplus quantities. A corporation in 
New Jersey has developed a new pro- 
cess for electroplating silver on steel 
wire and rod. It is substantially the 
same as the development by the same 
corporation about six years ago for 
nickel plating wire economically. After 
several months of experimentation 
and tests, the corporation has produc- 
ed several million pounds of silver 
coated steel rod and wire, most of it 
going to manufacturers of consumers’ 
goods. It is stated by the producers 
that the finished silver plated object 





Speed Industrial 
Drying, Baking 
and Heating 


Engineered for production use, Nalco Infra-Red 
Lamps with long-lasting carbon filaments give 


less glare, more penetrating heat .. . assure 
completed jobs at a faster rate—and at a much 
lower cost. i 
From single units, strips and portable units to 
banks and ovens, Nalco Infra-Red Lamps and 
units can be “'tailored’’ to speed up your pro- 
duction. 

Wsite for "Drying Problems 

Made Easy" 


NORTH AMERICAN 


1020 TYLER ST. ST. LOUIS 6, MO. 
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costs no more than any article coated 
with a conventional finish. Because of 
improved plating methods and control, 
unusually small amounts of silver will 
produce a protective coating. 

Aside from its increased cost over 
the more commonly used metals, sil- 
ver has not found favor for application 
to mass produced consumer goods be- 
cause of its tendency to tarnish and, 
from the producers’ standpoint, the 
fact that even the so-called “bright” 
solutions do not produce silver deposits 
that were actually bright enough to 
eliminate buffing. A new bright silver 
process was announced in July 1951 
and is now being used widely. To ob- 
tain a pleasing white and bright fin- 
ish, thin coatings of silver can be ap- 
plied from the new bright solution and 
then protected with a hard transpar- 
ent baking enamel. Bright silver ap- 
plied directly to steel may lack adhe- 
sion and does not develop full bright- 
ness; however, when deposited over a 
thin flash of copper, the luster is high 
and the adhesion is excellent. 


Alloy Plating 


Several months ago it was thought 
that alloy plating might be used as a 
substitute for other coatings. At the 
beginning of 1951 several manufactur- 
ers converted from nickel to the 80 per 
cent tin—20 per cent zinc alloy deposit 
which has enjoyed a wide popularity in 
England as a substitute for cadmium 
or zinc. The deposits were found to be 
equivalent to cadimum for cor- 
rosion protection and they were easily 
soldered, a feature that is important in 
the electronics industry. Restrictions 
on tin have held back the use of this 
alloy deposit except for important de- 
fense applications. Similarly, the 
bright alloy deposit of copper-tin-zinc, 
producing pleasing white and bright 
deposits, is limited almost to essential 
electronic applications. 

“White brass” solutions depositing 
an alloy of approximately 80 per cent 
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NO CLOGGING HERE 


NO STICKING HERE 


Ma/ ith new Paint Booth Alkali 
Pennsalt PB-1 


If your spray booths are of the water 
curtain type...and if your production 
schedules demand continuous booth opera- 
tion... Pennsalt’s new PB-1 may be the 
superior waterwash compound you're 
looking for. 


When you use Pennsalt PB-1 at concentration 
ranging from 1/10 to 2 0z./gal., room tem- 
perature, you'll notice these advantages: 


1. The great bulk of the overspray floats on 
the solution surface, easily removed in a 
non-sticky mass. 


2. Build-up of paint on equipment baffles and 
walls can be completely eliminated. 


3. Nozzles and troughs stay open, and pumps 
maintain optimum operation. 


Thus, your PB-1 waterwash solution means 
minimum downtime for maintenance and 
cleaning. In addition, it keeps the over- 
spray material in excellent condition for 
profitable reclamation, if that should be a 
factor in your operations. 


Pennsalt PB-1 is a highly alkaline, 
anhydrous, free flowing, dedusted material 
,containing spec ial non-foaming agents. It 
is economical both in first cost and in long- 
run operation. Because paints and booth 
designs are so varied, we invite you to 
outline your set-up in detail so that we 
can give you the most practical solution 
with the least lost motion. Metal Processing 
Dept., Pennsylvania Salt Manufacturing 
Company, 1000 Widener Bldg., Phila. 7, Pa. 


A Better Start for Your Finish 
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zinc—-20 per cent copper have been in- 
stalled in a number of plants as a sub- 
stitute for nickel. This alloy deposit 
can be chromium plated directly with- 
out intermediate flashing. Because of 
the intrinsically brittle nature of al- 
loys of this composition, however, dif- 
ficulties are experienced when an at- 
tempt is made to produce moderately 
heavy deposits for increased corrosion 
protection. 

The tin-nickel alloy deposit, devel- 
oped in England where one commer- 
cial installation is in operation, is of 
academic interest only at the present 
time in this country because of limita- 
tions on the use of both of the alloying 
constituents. 


Iron Plating 


There are several trends in the in- 
dustry which are worth mentioning. 
Electrolytic iron deposits have been 
substituted for copper and nickel de- 
posits. Many manufacturers of record 


stampers have turned to iron as a sub- 
stitute for the all-nickel stamper or 
the composite nickel faced-copper 
backed stamper. The all-iron stamper 
is generally nickel faced for separation 
and subsequently chromium plated for 
greater wear resistance. Stampers of 
this construction have been in use for 
several months on a production basis 
and have proven to be entirely satis- 
factory. Many articles previously elec- 
troformed from nickel are now being 
made with electrolytic iron. Various 
decorative items of this type are buf- 
fed, chromium or rhodium plated or 
enameled. 

One of the largest commercial print- 
ing organizations in this country 
handling a considerable volume of tele- 
phone directory work, makes use of 
iron plated stereotype plates. This or- 
ganization runs consistently in excess 
of one million impressions from the 
iron plated stereos with no appreciable 
sign of wear. For this application, the 
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Tack Cloth in 
Rolls or Cut Bulk 




















Now you can get Tack Cloth packed the way it’s easiest for you to 
use—either in 150 yard rolls of 36‘ wide cloth or in handy cartons—100 
or more Tack Cloths to the carton . 


No matter which way you buy it, you can be sure that every square 


inch will stay SOFT and TACKY until the very last bit is used up. 


IN ROLLS 
Cut off any size piece 


and use as needed. Wor-Free. 


The Cut Bulk size is 18°‘ x 36‘‘—folded to 41/2‘‘ x 18°’ for easy handling. 
All of our Tack Cloth is Spontaneous Combustion-Proof, 
It’s clean and sanitary—there’s no waste. 


Lint-Free and 


Write today for complete information, prices and samples. 





BAUGHN CHEMICAL PRODUCTS CO. 


The Tacky Wiper Specialists 


70\9 N. Ravenswood Chicago 26, Ill. 





Also Individually Packed in Glassine 
Envelopes — 144 to the Carton 








CuT BULK 
Already cut and folded, 
ready to use. 





— A WARRANTY OF SATISFACTION IN EVERY CARTON — 
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PUBLISHED PERIODICALLY BY HERCULES POWDER COMPANY IN THE INTERESTS OF BETTER FINISHES AND FINISHING 





Hot-Spray Lacquer Up to 50% Faster 


For Military Equipment Finishing 


Douglas Reports Savings in Time and 
Materials Since Adopting 
Hot-Spray Method 


Thinning lacquer by heat instead of sol- 
vents represents the most economical 
means of securing a fully satisfactory and 
serviceable finish. Douglas Aireraft Com- 
pany proves this dramatically on its Navy 
AD-¥s — built by its El Segundo Division. 
Here are some cold facts about hot 
lacquer — verified by Douglas worth 
evaluating against your present method of 
finishing. Comparable savings in time and 
money on finishing military equipment 
such as tanks, bombs, shells and grenades 
can be realized simply by switching to 
hot-spray lacquer. 
® Required film thickness can be applied by 
one hot coat where two cold cross coats 
are necessary. 
Application time is reduced 50° with a 
resultant increase in production. 
Finish is smoother and glossier. 
Sanding between coats is eliminated. 
Better flow-out decreases tendency to sag, 
blush or orange peel. 
Equivalent of two gallons of lacquer and 
eight gallons of thinner saved on each plane. 


HERCULES POWDER COMPANY 
Cellulose Products Department 


g)7 
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Market St., Wilmington, Delaware 


This AD-4, built by Douglas for the Navy, 
is one of hundreds on which hot-spray lac- 
quer is used to cut finishing costs and time. 





You'll want to read all 
about the broader uses of 
hot-spray lacquer as it ap- 
plies to finishing defense 
items—and your own prod- 
ucts. A new military spec- 
ification for hot lacquer 
is now issued and official. 
Identified as ‘Military 
Specification MIL-L- 
11195 (ORD) Lacquer, 
Lustreless, Hot-Spray 
(For Ammunition).” 
Hercules will send you 
full information on hot 
lacquer, types of heating 
equipment available, 
and the performance 
record of hot lacquer 

in’ many _ industries. 
Send for it today. 


lowes: 
C@pita) Seat 
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ferrous sulfate-ammonium sulfate- 
boric acid solution is used at a temper- 
ature of 110-120 deg. F. For plates to 
be used on short runs of approxi- 
mately 200,000 impressions, the ster- 
eoplate is left in the bath for 15 min- 
utes at 20 asf; for longer runs in ex- 
cess of one million to 11% million, the 
plating time is increased to 25 min- 
utes. The printing is done directly on 
the iron surface. Other stereotypes are 
employing the ferrous chloride-cal- 
cium chloride bath operated at 190-200 
deg. F. The deposits from this bath 
have greater ductility. 


Anodizing 


In the light metal field, our defense 
needs have increased the volume of 
anodizing on aluminum by both the 
chromic acid and sulfuric acid pro- 
cesses. Many commercial products ap- 
peared last year and the first part of 
this year having bright anodized and 
dyed surfaces. This treatment is a 


WILLIAMSVILLE 


A complete line of top-quality 
cotton buffs to cut costs through 
dependable performance on every 
type of buffing work. Immediate 
service to meet your needs now. 


WILLIAMSVILLE BUFF DIVISION 


The Bullard Clark Company 


DANIELSON. CONNECTICUT 
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variation of sulfuric anodizing where- 
in the aluminum work is bright dip- 
ped, given a relatively short (5-7 min- 
utes) anodize instead of the customary 
40-minute treatment, then dyed to give 
beautiful clear colors with a metallic 
sheen. Various refrigerator parts are 
treated in this manner. 

A development of interest is the new 
die casting aluminum alloy which re- 
mains light in color during anodizing 
and therefore can be dyed successfully 
to light pastel shades. 

Many aircraft plants are chromic 
acid anodizing certain parts with only 
a 5-minute treatment. This short treat- 
ment produces an ideal film for sub- 
sequent painting. For less severe ap- 
plications, aluminum is given a dip in 
a chromic acid solution. Another de- 
velopment is the use of cadmium plat- 
ing on aluminum in place of anodizing 
to meet government specifications 
AN-QQ-629 calling for 250-hour mini- 
mum salt fog test. 

Two modifications of the aluminum 
anodizing procedure have been an- 
nounced recently for producing ex- 
tremely hard and abrasion resistant 
coatings on aluminum. The _ pheno- 
menal wear resistance of these coat- 
ings makes possible the use of lighter 
aluminum in place of hard chromium 
plated steel. 


Miscellaneous Processes 


In the field of chemical dips for pro- 
ducing a protective film on aluminum 
surfaces, there have been a number of 
new dips developed since the past war, 
all of which increase corrosion resist- 
ance and form an excellent base for 
subsequent painting. A new protective 
chemical treatment for aluminum is 
in development which will make pos- 
sible the application of a conversion 
film by a five-minute spray operation 
in contrast with the present 20-min- 
ute immersion required with most of 
the processes. 

There is an increase in the applica- 
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== AveRIcAm Cuemicar Pains Company 
AMBLER [ia] PENNA, 


Technical Service Data Sheet 
Subject: IMPROVING PAINT ADHESION ON 


STEEL WITH §FRANODINE” 


INTRODUCTION: 


“Granodine” is a zinc phosphate 
coating chemical which improves 
paint adhesion on steel, iron and 
zinc surfaces. In the easily applied 
Granodizing process, a  non- 
metallic crystalline coating is 
formed on the treated metal. This 
bond holds and protects the paint 
finish and thus preserves the metal 
underneath. Parts can be either 
Spray Granodized in an industrial 
power washing machine, Dip 
Granodized in tanks, or Brush 
Granodized with hand equipment. 


“GRANODINE” 
MEETS SERVICE Official Dept. of Defense Photograph 


An F4U Corsair with the Navy's new aircraft anti- 


SPECIFICATIONS: tank rocket, the “RAM”. A Grade I zinc phosphate 


ae ? ae finish (JAN-C-490) protects the entire external sur- 
The protective “Granodine’”’ finish face of this rocket and provides a durable bond for 
meets Grade I of JAN-C-490 and the specification paint finish. 

equivalent requirements of: 


JAN-F-495 U.S.A. 57-0-2C, U.S.A. 51-70-1, 
Type II, Class C Finish 22.02, Class C. 


MANY APPLICATIONS: 


Automobile bodies and sheet metal parts, refrigerators, washing machines, cabinets, 
tc.; projectiles, rockets, bombs, tanks, trucks, jeeps, containers for small arms, car- 
tridge tanks, 5-gallon gasoline containers, vehicular sheet metal, steel drums and, in 
general, products constructed of cold-rolled steel in large and continuous production 
are typical of the many products whose paint finish is protected by “Granodine” zinc 
phosphate coating. 
































CHEMICALS 


CHEMICALS! write FOR FURTHER INFORMATION ON “GRANODINE” 


NG r AND YOUR OWN METAL PROT . A P 
PROCESSES a Se PROCESSES 
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On Thinners 


We make nothing but thinners—For 27 
years we have been saving money for big 
and little customers. They like us because 
we make the thinner they want at a money- 
saving price! 


Let us show you how a Lacquer Thinner 
SPECIALIST can supply you with the right 





Thinner . . . and still save you money. 





Just fill out form below and mail today. 
We'll work out a Thinner especially for 
you, and send a sample. Think we can do 
it for 85¢ or less a gallon too! 


POTT E R PAINT O0., INC. 


CORTLAND 2, N. Y. 
THINNER SPECIALISTS 











The product we make is: 
We use Lacquer Thinner for: 

0 Spray 0 Dip D Cleaning oO Other 
We use Lacquer Thinner on 

oO Metal (J) Wood D0 other 
We want it to dry: 


oO Fast [_] Slow os (| Medium 











Zone State__ 
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tion of hard chromium to aluminum. 
As an example, a coating of up to 0.050 
inch of chromium is applied to the in- 
side of cylinders for auxiliary aircraft 
and portable engines. Chromium is 
also used extensively on aluminum 
rubber molds. The chromium for these 
uses is applied by first treating alum- 
inum by the usual zinc immersion 
treatment followed by a 2-minute cop- 
per strike with the chromium applied 
directly to the copper. 

The anodizing of magnesium for 
protective purposes is again coming 
to the forefront for military uses. In 
addition to the older galvanic anodize 
method and the Manodyz Process de- 
veloped during World War II, a new 
process known as the HAE was an- 
nounced recently by the Frankford 
Arsenal and is available for use on 
military material by special permis- 
sion. 

There has been an increased demand 
for plated plastic articles because of 
metal shortages in the civilian line, 
and because of greater use in the mili- 
tary field on electronic devices. An out- 
standing development is a plastic 
molding material which is conductive, 
and which can be electroplated direct- 
ly without first applying a conductive 
coating. It is stated that the raw ma- 
terial can be converted into the desired 
finished product by molding in hard- 
ened steel dies under heat and pressure 
in the same manner as all thermoset- 
ting phenolic molding compounds. The 
adhesion between the conductive plas- 
tic and the plated metal is said to be 
exceptionally good and the rate of de- 
position high. 





For further information on 


any product mentioned in this 
issue—use the READER SERV- 


ICE CARDS between the covers. 
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VAPOR DEGREASING 


for Easier, Faster, More Economical Metal Cleaning 


O MATTER what your finishing operations are, you must be sure of 
perfectly clean surfaces for the best results. Built to operate at the 
high vapor temperature of 250.2°F, Phillips degreasers assure 30% 
more cleaning action because more solvent contacts the metal. Industrial 
processing compounds with relatively high flow 
Send for Your points dissolve rapidly and are completely removed 
Free Copy of in Phillsoly vapor. Automatic thermostat control 

New aes ey 
Illustrated makes Phillips degreasers reach peak efficiency 
Coemeene faster, consume power only when needed, and 
eliminate waste consumption. Phillips units operate 
with extra economy, have the greatest cleaning 
power, and assure chemically clean metal surfaces. 
Complete line of standard and special models meet 
all requirements. Check with Phillips today on your 

metal cleaning problems. 














— 


; @ @ 3457 TOUHY AVENUE e CHICAGO 45, ILLINOIS 
[Phillips MANUFACTURING COMPANY 
wa 





ENGINEERED METAL CLEANING EQUIPMENT 
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Fig. 1—Carl F. Hansen (left), Advance Tinning 

Company, Chicago, gets first-hand instruction 

from J. Robert Greenwell, Chrome-Rite Com- 

pany, Chicago, whom he succeeds as chair- 

man of the Chicago Electro-Platers Institute. 

Greenwell served as chairman during 1950 and 
195 


MEET THE CEPI 


ECENTLY the CHICAGO 
ELECTRO-PLATERS INSTI- 
TUTE celebrated its sixteenth 
anniversary. The CEPI is a 

trade association whose membership 
is comprised of owners and managers 
of ninety-two job shop electroplating 
and polishing firms. Established in 
1935 when twenty-six Chicago shops 
banded together to form the nucleus 
of an effective trade group, the organ- 
ization has grown in territorial 
strength as well as in members. The 
present membership includes job shops 
in Racine, and Milwaukee, Wisconsin, 
as well as plating establishments in 
Freeport, Illinois, and Chicagoland 
suburbs such as Cicero, Oak Park, 
Wilmette, Maywood, Arlington 
Heights, Riverdale, and Zion. 

The Chicago Electro-Platers Insti- 
tute enjoys an unique distinction in the 
trade association field. Through its ac- 
complishments it has brought recog- 
nition to its members and to the entire 
electroplating industry. Primarily a 
local management group, the CEPI 
has joined with the American Electro- 
platers Society, the National Associa- 
tion of Metal Finishers, and others in 
fostering industrial research projects 
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and in improving the technical ‘‘know- 
how” of electroplating personnel. 

One of the important functions of 
the organization is to serve as a col- 
lector and disseminator of informa- 
tion concerning operating costs, wage 
costs, production problems, _legisla- 
tive data and government controls. 
Monthly credit reports, wage surveys, 
availability of supervisory personnel 
and equipment are some of the activi- 
ties initiated in recent years. 

Executive offices and an administra- 
tive staff are maintained at 35 E. 
Wacker Drive in Chicago's loop. The 
CEPI carries on a year-round program 
under the direction of its elected of- 
ficers and eight members of the 
board of directors. Officers for 1952 
are: Carl F. Hansen, chairman; Law- 
rence Hay, vice chairman; J. M. 
Westergaard, Metal Processing Com- 
pany, sec’y-treas. Directors for 1952 
are: J. Robert Greenwell, Chrome- 
Rite Company; Herbert E. De- 
Grenier, Grand Plating Company; 
Edward Fell, Atlas Plating Com- 
pany; Robert L. Giesel, Adolph Plat- 
ing Company; Emil Van Steen, Mod- 
ern Plating Company, John Lietz, B. 
Mercil and Sons Plating Company; 
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Charles Jensen, Jensen Plating Works; 
and John Vermeyen, Crescent Plating 
Works. Legal Counsel of the CEPI is 
Austin E. Torney. 

The ‘clearing house” activities of 
the CEPI have been greatly broaden- 
ed since the start of hostilities in 
Korea and the advent of the National 
Production Authority. Housed in CEPI 
files are Armed Forces specifications 
to which member firms refer daily. 
Data on bids and awards of prime 
contracts are also assembled and kept 
on file for the benefit of member firms. 
An extremely useful ‘‘business build- 
ing” tool has been the annual publi- 
cation of the Membership Directory. 
In addition to listing the names, ad- 
dresses and business phone numbers 
of member firms, the directory lists 
the names of company principals and 
the committee assignments for the 
current year. A carefully prepared 
supplement allows member firms to 
list all the special finishes and special 
facilities that they have to offer. 


Hence, a job shop electroplater may 
be approached by a manufacturer to 
apply a metal finish for which he is 
not equipped. Through the Member- 
ship Directory, a plater can refer the 
customer to member firms who can 
supply the finish, or he may arrange 
through the directory to subcontract 
the job to another member firm. The 
executive office regularly receives di- 
rect calls from manufacturers and is 
in an ideal position to refer the work 
to its membership. 

CEPI members attend 
scheduled monthly dinner 
The officers and board of directors 
function as the program committee 
and provide speakers, illustrated lec- 
tures, symposiums, films and panel 
discussions on topics dealing with man- 
agement phases of custom plating and 
polishing. The educational aspects of 
the program have proved beneficial to 
small shops and large shops alike. 
Free exchange of ideas and informa- 
tion between member firms, both at 


regularly 
meetings. 


Fig. 2—Typical board of directors meeting of Chicago Electro-Platers Institute. Seated left to 
right (clockwise) are: Emil Van Steen, Modern Plating Company, Chicago; James P. Malooly 
(partially hidden from camera), Western Rust Proof Company; Carl F. Hansen, Advance Tinning 


Company; J. M. Westergaard, Metal Processing Company; J. 
E. DeGrenier, Grand Plating Company; Austin E. Torney, legal counsel; A. J. 


Company; H. 


Robert Greenwell, Chrome-Rite 


Pavlis, Great Lakes Plating; George Westerberg, Jr., Mechanical Plating Company. 
(Photos courtesy Chicago Electro-Platers Institute, Chicago I, Illinois) 
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meetings and through the publications 
of the CEPI, is gradually bringing 
about the achievement of higher qual- 
ity standards, cost reductions and the 
introduction of various management 
techniques. 

In recent years, the introduction of 
“young blood” into the organization 
has stimulated the Institute's activity. 
Young men, many of whom are sec- 
ond and third generation members of 
family plating firms, have furnished 
the leadership and vitality necessary 
to project the electroplating industry 
into the industrial spotlight. Wilbur 
O. Zinn, National Plating Company, 
Chicago, who served as chairman in 
1948 and as president of the National 
Association of Metal Finishers during 
1949-1950, is one of these new leaders. 
Another is J. Robert Greenwell, 
Chrome-Rite Company, who has served 
the Institute as its chairman during 
1950 and 1951. Under the leadership 
of Zinn, Greenwell, and many others, 
and with the cooperation of the 
NAMF, an Industry Advisory Com- 
mittee for the Job Shop Electroplating 
Industry was set up in Washington, 
D. C., this year. 

A newsletter, the “CEPI NEWS- 
BULLETIN,” is published at least 
once each month and supplemented 
frequently by “FLASH BULLETINS” 
which keep members informed on cur- 
rent events affecting electroplating 
interests. The NEWS-BULLETIN also 
serves as a reporting medium for In- 
stitute business. Further, it lists equip- 

CONSTRUCTION 


CHEMSTEE COMPANY, INC. 


301 Chemsteel Bidg.. Walnut St.. Pittsburgh 32. Pa 


Send data on Engineering & Construction facilities for 
ACID-ALKALI-PROOF CONSTRUCTION 
of processing & storage tanks & flooring in 


(CJ Stee! Plant [_] Chemical [(] Textile ([] Food 
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ment wanted and for sale, reports 
upon the activities of other trade as- 
sociations, urges members to support 
local branches of the American Elec- 
troplaters’ Society and the Supreme 
Society’s Research Program, and even 
publishes “case histories’ of problems 
dealing with establishing plating and 
finishing costs on a specific contract 
or job, Although a recent breakdown 
of dinner meeting attendance showed 
that 75 per cent of the membership is 
regularly represented at monthly 
meetings, the publication serves to 
keep all members informed and ‘on 
their toes.” 

Widespread participation in commit- 
tee work is exemplified by the growth 
of the AES and NAMF Liaison Com- 
mittees. The entire membership of 
these committees attended the 38th 
Annual Convention of AES at Buffalo. 

Still another accomplishment in re- 
cent months has been the activity of 
the Group Insurance Committee. Mem- 
bers spent many weeks in investigat- 
ing insurance programs made avail- 
able by leading companies in the group 
insurance field. Final result was the 
formulation of a group insurance pro- 
gram wherein member firms having 
extremely small personnel comple- 
ments can now participate in the CEPI 
Group Policy Program. 

The future of the Chicago Electro- 
Platers Institute appears particularly 
bright. Its leaders and their accom- 
plishments are attracting the interest 
of custom electroplating shops in oth- 
er cities and in other states. Whereas 
the CEPI is primarily a local organ- 
ization, its scope is steadily broaden- 
ing into that of a regional group with 
close ties binding it to the national 
scene. With a record of growth and 
achievement behind it, the Chicago 
Electro-Platers Institute looks upon 
itself as a young, virile association 
that can contribute heavily in enrich- 
ing the finishing industry of which it 
is a part. 
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Armour Backstand Belts 
do the job right 


Saves 3 out of 5 minutes! 


The LeRoi Company in Cleveland, Ohio, 
switched from set-up wheels to backstand 
belts in finishing forged paving breaker 
handles. Finishing time was reduced from 
5 minutes 11 seconds to 1 minute 32 
seconds— saving 3 minutes 39 seconds per 
handle ! Now they know, too, that Armour’s 
coated abrasives cut faster, last longer, 
and give a better finish. 

Belts are only one of the many forms of 
coated abrasives available to you from 
Armour. There are more than 30,000 
different varieties in grit size, backing, etc. 
We have sheets, rolls, discs, tubes—and 
specialty sizes to meet your specifications. 

Let your industrial supply distributor 
tell you about this complete Armour line. 
And ask him for your free copy of the 
booklet, ‘‘Facts about Backstand Belt 
Grinding and Polishing’’—or send the 
coupon today. 

We recommend buying through 
your industrial distributor 


MAIL THIS COUPON TODAY 


2 Armour and Company « North Benton Road « Alliance, O. : 
e Please send me the free booklet, “Facts about Back- 
ARMOUR stand Beit Grinding and Polishing.” 
Name 
Title 
Firm 


ve 
Meuived Address 


City Zone Slate 


Se 
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Impurities in Nickel Plating Baths 


4 HE plater’s ability to recognize diffi- 
culties due to impurities in nickel plating 
solutions and his knowledge of proper 
corrective steps will enable him to op- 

erate a more efficient shop. He must be con- 
stantly on the alert to minimize the sources 
of the impurities and if possible to identify and 
remove them before they can cause serious 
trouble. In times of shortages of plating ma- 
terials it is more important than ever that 
baths be operated at optimum efficiency at 
all times. Valuable suggestions and practical 
pointers on how to recognize and remove im- 
purities from nickel plating baths were given 
by A. C. Benning, Harshaw Chemical Company, 
in a talk before the recent Annual Regional 
Convention, Toronto (Canada) Branch, Ameri- 
can Electroplaters’ Society. 

According to Mr. Benning, an impurity in a 
nickel plating bath may be defined as anything 
introduced in a suspended or dissolved state 
which has an undesired effect on the appear- 
ance or properties of the deposit, such as 
roughness, hardness, brittleness, dullness, poor 
corrosion resistance, pitting, adhesion, and poor 
efficiency. These impurities may be metallic 
ions such as chromium, copper, iron, zinc, alu- 
minum, lead, and calcium or anions such as 
chromates, nitrates, silicates, and cyanides. 
Organic materials that may contaminate a 


By DR. ALLEN G. GRAY 
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of Current Techni- 
cal Progress Indi- 
cating Significant 
Trends and Devel- 
opments in the Fin- 
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ENAMELS have helped save 


the day for bright finishing. They assure the needed extra resistance 
to corrosion, exposure and handling, enabling you to take advantage 
of eye-appealing plated finishes still available to you. 


One such outstanding bright finish is the 
corrosion inhibiting finish obtained by 
treating zinc plate in Unichrome Clear 
Dip. It’s bright as chromium — and stays 
that way, especially with an application 
of non-yellowing Unichrome Coating 
B-115. 

Unichrome Clear Enamels — Coating 
B-172 in particular —also supply endur- 
ing protection to chromium that is plated 


over thin nickel, or directly on copper, 
With service-proved Coating B-172, you 
assure adhesion, protection, high gloss 
and durability. 

Learn more about combination finishes 
using clear enamels — or light-fast, dyed 
enamels to simulate copper, gold or brass 
on polished bright metals — from “Coat- 
ings for Metals” headquarters. Write us 
about your needs. 


~ GOATILIES for WWEUALS 


METALLIC e ORGANIC ° PROTECTIVE . DECORATIVE 


Products of UNITED CHROMIUM, INCORPORATED, 100 E. 42nd St., New York 17, N.Y. 


Waterbury 20, Conn. * Detroit 20, Mich. 


* Chicago 4, Ill. * Los Angeles 13, Cal. 


In Canada: United Chromium Limited, Toronto, Ont. 
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bath are grease, buffing compounds, 
dust, solvents, sizing from anode bags, 
tank linings and organic material in 
the water used. 


Sources of Contamination 


Sources of contamination are often 
difficult to find, especially those of the 
organic impurities. Although the pres- 
ence thereof is shown by the effect on 
the deposit, their removal is only a 
temporary relief unless the source can 
be found and eliminated to prevent 
continual contamination. Figure 1 
shows a group of parts finished by 
bright nickel plating; Fig. 2 shows 
“black burn” of nickel deposit due to 
contamination of the solution. 

Chromium contamination may en- 
ter a bath from plating racks that are 
used in both the nickel and chromium 
cycle without an anodic treatment in 
alkali before being put back into the 
nickel line. Chromium may also enter 


Fig. 2—'‘Black-Burn"”’ of nickel deposit due to 
contaminated solution. 
(Photo courtesy The Harshaw Chemical Co., 
Cleveland 6, Ohio) 
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Fig. 1—Bright nickel 
plated parts. 
(Photo courtesy The 
Harshaw Chemical 
Co., Cleveland 6, 
Ohio) 


the solution as a 
chromic acid 
spray if the nickel 
tank is too close 
to the chromium 
tank, or by anodic 
action of stray 
currents on stain- 
less steel filter 
parts and piping. 
Copper may 


enter the solution from parts dropped 
in the tank, bus bar corrosion prod- 
ucts and from dragin from porous rack 
coatings. The major source of iron is 
from the parts being plated, if drop- 
ped parts are allowed to remain in 


tanks or if a bi-polar condition exists 
such as in the case of tubular ma- 
terial. In some instances iron may 
contaminate the solution from weld 
scale and oxide films on the backs or 
recessed area of deep drawn parts or 
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Rhodium is one of the six platinum group metals. It is 
hard and has an untarnishable brilliant white color. 
In electroplating, it produces beautiful results and is 
widely used for this purpose in jewelry — even pre- 
cious metal jewelry. Its high reflectivity makes it 
excellent for mirrors for motion picture projectors 
and similar purposes. With restrictions upon usual 
plating metals, rhodium is the logical alternative for 
plating optical mounts, contacts for communication 
equipment, radar components, pen and pencil sets 
and a host of like objects. 


Commercial rhodium plating was developed 
in our laboratories. 


' BAKER & CO., INC. 


113 ASTOR STREET, NEWARK 5, WN. J. 
NEW YORK e SAN FRANCISCO * CHICAGO 
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stampings where no polishing is done. 

In the plating of complicated shapes 
of zinc base die castings, invariably 
there is some action of the acid nickel 
solution on the base metal where in- 
sufficient copper coverage is obtained, 
resulting in zinc contamination of the 
solution. Dropped parts remaining in 
the tank also contribute to the pres- 
ence of zinc as a contaminant in nickel 
solutions. Most zinc base die cast parts 
contain some aluminum, and contam- 
ination by aluminum from this source 
is possible. The zinc is usually kept 
at a limited concentration by periodic 
or continuous electrolytic purification, 
or by dummying out any co-deposition 
in the low current density areas of 
the parts being plated. The aluminum 
is not removed from the solution in 
this manner and the concentration 
may build up to the point where it 
affects the appearance of the nickel 
deposit. Lead contamination may re- 
sult from bi-polarity of lead heating 
coils or attack by chlorides, and al- 
though precipitated as lead sulfate, 
the deposit can be affected by rough- 
ness. Figure 3 shows the buffing evalu- 
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Fig. 3—Buffing eval- 
uation machine used 
at Harshaw laborato- 
ries to determine the 
effects of impurities 
on buffability of 
nickel deposits. 
(Photo courtesy The 
Harshaw Chemical 
Co., Cleveland 6, 
Ohio) 


ation machine 

used at the Har- 

shaw Chemical 

Company to de- 

termine the effect 

of impurities on 

DULt ability 

of nickel deposits. 

By using hard 

water (which has 

not been treated or demineralized) to 

compensate for dragout or evapora- 

tion losses, calcium and magnesium 

contamination may result. Calcium 

may also come from lime on buffing 

compounds that have not been re- 

moved in the cleaning cycle. The use 

of lime for high pH treatment pro- 

duces a saturated solution of calcium 

sulfate in the nickel bath, which with 

temperature variations may crystal- 

lize in the solution or on anode bags. 

Sodium and potassium in nickel solu- 

tions usually come from dragin of 

cleaning solutions or cyanide copper 

solutions on racks or work with deep 

recesses or pockets which do not per- 
mit proper drainage. 

With reference to anions, according 
to Mr. Benning, phosphate contamina- 
tion may be dragged in from cleaners 
or from certain proprietary copper 
baths by being trapped in faulty rack 
coatings or deeply recessed parts. A 
case was cited where phosphate, from 
a phosphoric acid activating bath used 
for rework parts, was dragged into 
the nickel solution from the inside of 
tubular parts with poor drainage char- 
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DESPATCH 


Continuous Conveyor 


FINISHING SYSTEM 


To meet a stepped-up production schedule for 
Uncle Sam, the Ceco Steel Products Corporation 
of Chicago, installed this DESPATCH Finishing 
System used for cleaning, painting and finish 


baking of airplane landing mats. 


The system comprises a pas heated, 2-stage, 
dip cleaning unit with alkali wash and hot 
water rinse, a paint dip tank and single pass 
finish bake oven of bottom entry, “A” type de- 
sign. The oven is gas-fired and operates at a 
maximum temperature cf 350°F. Material is 
suspended from cross rods on a continuous con- 
veyor, which returns to the loading zone over the 


top of the oven. 


FIFTIETH ANNIVERSARY 


° DESPATCH 


OVEN COMPANY 
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“wet SETS UP FOR ASPECIAL JOB 


Fifty Years’ Experience 
DESPATCH CAN HELP YOU 
BOOST PRODUCTION 


Through 50 years of continuous research and on-the-job 
experience Despatch engineers have been accumulating 
facts and figures on how to give you better, higher pro- 


finishing systems 


ducing Today, you benefit by these 
years of experience when you call on Despatch to help 
you. Despatch engineers will gladly analyze your re- 
quirements will plan, select, coordinate and install 


complete Finishing Systems or individual units 


WRITE OR WIRE TODAY TO DEPT. C. 
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acteristics. Nitrates are normally not 
encountered, except possibly from 
dragin from bright dipped parts or by 
accidental mistakes in additions. Sili- 
cates may enter the nickel tank by 
drag-over of silicate type cleaners, or 
in some instances from faulty anodes. 

Organic contamination may come 
from the buffing compounds left on 
parts and not removed by cleaning. 
Dust, as a source of contamination, is 
fairly obvious. It may result in rough- 
ness or other irregularities. Organic 
solvents have been used more and 
more before the usual electrocleaners 
and may be carried into the nickel 
tank on porous rack coatings. Grease 
from overhead conveyors on auto- 
matic or semi-automatic plating tanks 
has occasionally been a source of or- 
ganic contamination, as well as grease 
used for packing gland lubricants on 
pumps. Anode bags made from unap- 
proved materials and not put through 
a desizing operation may contaminate 
a solution by introducing organic sub- 


stances. Anti-oxidants and accelera- 
tors may be leached from certain syn- 
thetic tank linings and cause trouble 
in nickel solutions, and for this rea- 
son it is usually suggested that new 
equipment be leached with a mild acid 
solution containing some wetting 
agent. The same type of contamina- 
tion may be obtained from rubber 
hoses or other rubber or rubber lined 
equipment including rack coatings if 
not properly dried or baked. The heat 
exchanger for bright nickel solutions, 
shown in Fig. 4, is constructed of car- 
bon to avoid contamination which 
might arise from contact of the hot 
plating solution with metals. 

Water used for rinsing and bath re- 
plenishment may contain organic mat- 
ter. In one specific instance mentioned 
by Benning, algae from the water sup- 
ply caused a severe case of pitting 
which recurred after treatment until 
distilled water was used. Recent de- 
velopments in demineralizing and 
water purification equipment have 

to page 66—> 


Fig. 4—Impervious graphite shell and tube external heat exchanger in use for heating a large 
bright nickel solution. 
(Photo courtesy Heil Process Equipment Corp., Cleveland 11, Ohio) 
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SAVES 12 MEN. This is one station of 
a five-station rotary automatic machine 
equipped with Osborn power brushes 
that removes burrs and sharp corners of 
clutch disc teeth. Formerly done by hand. 
Saves 12 skilled men. 








Will ee i oa] 9 id lik 9 TIMES AS FAST. This simple pipe 
i qu oma ic i eas i e fixture provides the means of cleaning 
threads of set screws. Can be applied 
to many cylindrical parts. Time was cut 


these cut your costs? en Mies ro pose 


Osborn brushing idea. 








HIS machine does two jobs at one time .. . does them thoroughly by 
power brushing .. . at the push of a button. 





Perhaps a similar brushing method can help cut your costs, boost your 
production and improve the quality of your products, 

The machine developed with the help of the Osborn Brushing Analyst 
cleans steel-backed, babbitt-lined strip for production of automotive sleeve 
bearings. With the strip traveling continuously, Osborn Master, Wheel 
Brushes (A) remove all dirt, rust and metal particles from the steel surface. 
Osborn Monarch, Sections (B) then thoroughly clean the babbitt side. 

This is typical of the cooperation which your Osborn Brushing Analyst 
can give you to solve problems of product cleaning, burr removal, roughing, 
polishing and finishing. For help, call or write The Osborn Manufacturing 
Company, Dept. 658, 5401 Hamilton Avenue, Cleveland 14, Ohio. 


Osho Brus 6) 10 TIMES AS FAST. This shows two 
‘s gears before and after deburring by a 


new Osborn power brushing method. 
Note smooth uniform results. Time was 


OSBORN POWER, MAINTENANCE AND PAINT BRUSHES AND FOUNDRY MOLDING MACHINES ‘Yt from 4 minutes to 18 seconds 


March, 1952 PRODUCTS FINISHING 63 











64 


1. ribbons of steel that speed through 
America’s strip mills are a part of the heart 
of our everyday life. They are fabricated into 
containers of every size and description, into 
cabinets, automobile bodies, furniture, appli- 
ances—their end uses are innumerable. For 
the precision plating, cleaning, pickling, pol- 
ishing of this strip, the steel industry looks to 
Hanson-Van Winkle-Munning and Plateman- 
ship. Virtually every user of steel... from 
wire through sheet steel to bar stock .. . relies 
on Platemanship. 


What does Platemanship mean? It means... 

. the availability of the most modern and 
complete laboratory for the analysis of 
existing plating processes, equipment and 
supplies—and for the development of new 
and improved processes 

. the ability to supply every plating and 
polishing need from metal cleaners to 
low-voltage generators to the engineering 
and installation of fully-automatic preci- 
sion plating conveyors using specially 
formulated processes 

. the tremendous fund of practical knowl- 
edge and experience gained by H-VW-M 
through long and close association with 
every phase of plating, polishing, anodiz- 
ing, cleaning and buffing. 


The steel industry is not alone in its reliance 
on H-VW-M and Platemanship for precision 
methods of treating metals. All industry re- 
lies on H-VW-M for the most advanced 
methods and supplies, for fully dependable, 
complete service. 


HANSON -VAN WINKLE-MUNNING COMPANY, MATAWAN, N. J 
PLANTS AT: MATAWAN, N. J. + ANDERSON, INDIANA 
SALES OFFICES: ANDERSON + BOSTON + CHICAGO « CLEVELAND + DAYTON 
DETROIT + GRAND RAPIDS + MATAWAN + MILWAUKEE +» NEW HAVEN 
NEW YORK + PHILADELPHIA + PITTSBURGH + ROCHESTER + SPRINGFIELD 
MASS.) + STRATFORD (CONN | + UTICA 
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PLATEMANSHIP 


multi-purpose 
ribbons 


INDUSTRY'S WORKSHOP FOR THE FINEST 
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IN PLATING AND POLISHING PROCESSES + EQUIPMENT + SUPPLIES 
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been important factors in eliminating 

water as a source of contamination 

(see Fig. 5). 

Concentration Limits for Impurities 
According to Mr. Benning, maxi- 

mum allowable limits of 

iron will depend on the 

pH of operation of the 

bath, and whether the 

iron is in the ferrous or 

ferric state. Normally, 

iron enters the bath in 

the ferrous state, but 

may be oxidized at 

the anode surface 


Fig. 6—Atmospheric expos- 
ure racks used at Harshaw 
Chemical Company to study 
effect of impurities on corro- 
sion resistance of nickel 
deposits. 
(Photo courtesy The Harshaw 
Chemical Co., Cleveland 6, 
hio) 
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Fig. 5—A Model DL-200 Water Demineralizer 

with a flow rate of 200 g.p.h. of deionized 

water. This model includes flow meter, qual- 

ity indicator, regenerant tanks, valves and 
interconnecting piping 

(Photo en Industrial Filter & Pump Mtg. 
Co., Chicago S50, Illinois) 


or by air oxidation. Ferric iron 
precipitates at a pH of about 3.6 and 
results in roughness and pitting. For 
this reason, iron cannot be tolerated 
as ferric iron in baths above this pH 
unless very high filtration rates are 
used continuously. At lower pH values 
the ferric iron is soluble and, along 
with the ferrous iron, will co-deposit 
with the nickel, producing harder de- 
posits with increased stress and poorer 
corrosion resistance. Figure 6 shows 
atmospheric exposure racks used to 
determine the effect of impurities on 
corrosion resistance of nickel deposits. 
Dullness may appear in low current 
density areas at concentrations of as 
low as 0.1 gm./l. Ferrous iron may 
start precipitation at a pH as low as 
4.5 but is not complete unless the pH 
is over 5.2. 

Copper ions in solution may decrease 
the bright throwing power at concen- 
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FASTER HEAT TRANSFER 
tor 5S0%0F the COST 


weth 


BLATECOILS 


(REPLACE PIPE CONS 


A Platecoil has more heat transfer area than a pipe coil twice 
its size. Thus it takes only half as much Platecoil to heat a 
given area. You have 50% less steel to pay for so you can 
save nearly 50% in initial cost. The Platecoil takes only half 
as much space in the tank. The greater BTU transfer per unit 
area of Platecoil also means faster heating or cooling. Plate- 
coils require less maintenance and can be removed without 


dumping the solution 


Send for complete technical 
manual and descriptive Bulle- 
tin. No. P50. 


PLATECOIL 


KOLD-HOLD MFG. CO. 


LANSING 4, MICHIGAN 








TANK MAINTENANCE WITHOUT 
LOSS OF SOLUTION 


There is no need for workmen to get 
inside the tank in order to make 
replacements or repairs. A _ Platecoil 
can be removed in a matter of min- 
utes with the solution still in the tank. 


LITERATURE 
The new Platecoil Bulletin furnishes 
a complete description of the Plate- 
coil method of tank heating. Write 
for your copy today. 


HIGH BTU TRANSFER 
More prime surface of Platecoil can 
be installed in a given area than can 
be obtained with pipe coil. Thus a 
more compact Platecoi! unit provides 
much greater BTU transfer per unit 
area than can be obtained with pipe 
coil. Quick 
solutions mean 


starts in heating tank 
more heurs of pro- 


ductive time. 


Why 
Platecoils 
Cost Less 

LOW FIRST COST 


The initial cost of Plate- 
coil is often 50% or 
more below the cost of 
equivalent pipe coil de- 
pending, of course, on 
the materials used 
construction 


EASY 
INSTALLATION 


By the use of ‘quick 
change hangers’’ Plate- 
coil installations can be 
made in open tanks in 
one-half hour or less by 
one man and a helper. 


NO THREADED 
JOINTS IN TANK 


The entire Platecoil is 
electric welded and 
pressure tested. There 
are no joints to corrode 
er leak. Both connec- 
tions to the Platecoil 
can be located above 
the liquid level where 
there is no danger of 
thread corroding and 
freezing. 


GREATER 
TANK CAPACITY 


A 22°’ x 47° Platecoil 
gives the same heat 
transfer surface as 32 
feet of 11/2’ pipe. This 
pipe requires a space 
approximately 30’ x 
60°’. Platecoil thus saves 
about 50% over equi- 
valent pipe coil. 


WEIGHS 
50% LESS 


Weighing only about 
half as much as equi- 
valent pipe coil, Plate- 
coil is easy to handle. 
A whole maintenance 
crew is not needed to 
transport and_ install 
Pipecoil. 


Kold-Hold Manufacturing Company, Lansing 4, Michigan 
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With a ‘‘Sealed-Disc’’ Filter 


You'll get better finished plated work, 
save time and labor and you'll get longer 
service life frem your plating solutions. 
More and more cost-minded platers de- 
pend on Alsop ‘‘Sealed-Disc’’ Filters, to 
remove all dirt, dust and oil-sludge from 
their solutions and keep their solutions 
free from even the invisible impurities 
that cause trouble. Users of ‘‘Sealed- 
Disc’ Filters save time and labor, they 
know that their clean work is being put 
into bright, clean solutions. Regardless of 
the size or type of your installation, 
there’s a ‘‘Sealed-Disc’’ Filter to ‘‘fit your 
job'’'—write for complete information or 
contact your regular plating supplier. 


Welte to: 


ALSOP ENGINEERING CORPORATION 
703 Keen Street, Milldale, Conn. 


ALSOP ENGINEERING CORPORATION 


Filters, Filter Discs, Mixers 


Pumps, Tanks 
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trations of 0.04 gm./l. and this effect 
is pronounced at concentrations of 
0.1 gm./l. In gray nickel solutions at 
|a pH of 5.5-5.85, roughness has been 
{experienced at high current density 
|points. At concentrations of 0.007 
a l. deposits were satisfactory; 
|however, at higher concentrations, 
|particularly beyond 0.035 gm./l1., de- 
| posits were rough and darkened. Mr. 
| Benning postulated that the effects of 
| copper are probably markedly affected 
'by the presence of other impurities. 
It is generally thought that the effects 
|of zinc contamination are about the 
same as those of copper. Above toler- 
|ance amounts may result in cracking 
|and poor corrosion resistance. 
| Concentrations of 0.01 gm./l. of 
| chromium in nickel solutions decrease 
| the upper current density limit. De- 
| pending on the shape of the part being 
| plated and the current density being 
‘used, this may seriously affect the 
/nickel deposit. In some cases, a chro- 
mium concentration of 0.04 gm./l. has 
been tolerated. At higher concentra- 
tions the cathode efficiency decreases 
sharply and may even cease entirely. 
It has been reported in the literature 
that 0.01-0.025 gm./l. of chromium 
contamination caused an increase in 
stress with some peeling. Chromic 
acid introduced into bright nickel so- 
lutions will oxidize addition agents 
and these products will affect the de- 
posit depending on the extent of oxi- 
dation that has occurred. 
Concentrations of aluminum exceed- 
ing 0.06 gm./l. in low pH bright nickel 
solutions have produced powdery de- 
posits on high current density areas 
|resulting in a hazy nickel surface. 
| This occurs at a bath pH over 3.3 
| when the cathode film pH is above the 
|pH of precipitation of aluminum hy- 
| drate. In the high pH baths the alu- 
minum precipitates, and unless filtered 
; out, may result in roughness. 
Silicates in nickel solutions may lead 
to a rough deposit with a tendency to- 
to page 72— 
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7 
modern, streamlined 
production calls for 


INDUSTRIAL 


washing machines — Is your washing and surface preparing equipment 
all that it should be? If not, sound business management demands that you 
remedy the situation . . . but quickly! 


Industrial Washing Machines are the up-to-date answer to your product pre- 
finishing preparation needs . . . whatever they may be. Automatic washing... 
rinsing... . treating with Bonderite . .. phosphatizing . . . other coating processes 
... drying or combinations of these operations —can be efficiently accomplished 
by this advanced-design equipment at low cost. And desired production speed 
is attained and maintained. 





So take stock now! And regardless of your findings, address us for descriptive 
literature and important facts on modern production-line washing. 


EXCLUSIVE SALES AGENTS 


1 ee o u 5s T R 1 & i Address department 


fa 
SYSTEMS ae ee ae 6 
i New Brunswick, New Jersey ' 
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Here’s the quick easy way to get rich, lustrous, hammered-finish effects 
— without hammering—without special spray equipment or methods! 





Sherwin-W illiams Dimenso”® One-Coat enables you to give ordinary, 
flat metal surfaces beautiful three-dimension hammered effects with 
a single coat, with conventional spray equipment. Dimenso One-Coat 
relieves the monotony of large, plain surfaces . . . can be air-dried 
or baked .. . provides a finish of great depth and brilliance. Or, by 
adjusting method of application, deep opalescent effects can be 
obtained with the same material. 

Dimenso One-Coat is one of a complete line of industrial quality 


product finishes available through Sherwin-Williams Branches in 
all principal cities. 





Ask for a copy of descriptive brochure D-506 from your local 
Sherwin-Williams Branch, or write The Sherwin-Williams Co., 
General Industrial Division, Cleveland 1, Ohio. 


PRODUCT FINISHES 








ae 
Another Product of 


Suemwn Wuuans Fa, SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 
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on all finishing 
problems 
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1 Technical help on 
FINISHING METHODS 


Do you spray, dip, flow-coat or 
all three? Sherwin-Williams’ wide 
background of experience in all 
types of production finishing meth- 
ods—including electrostatic, auto- 
matic and hot spray—may help 
you solve production problems, 
whether defense or civilian, 


q 


x 


y, 


2 Specialized help on 
FINISHING MATERIALS 


Sherwin-Williams Industrial Produc- 
tion Line Finishes include a complete 
line of primers, reducers and finish 
coats for air drying and baking, 
for wood and metal, especially 
designed to meet civilian produc- 
tion line requirements. 


3 Industry-wide experience 
on FINISHING DEVELOPMENTS 


Sherwin-Williams’ broad experi- 
ence in finishes and finishing systems 
for all types of products provides 
every industry the benefit of im- 
provements in materials and tech- 
niques developed in other special- 
ized fields. 








SHERWIN SHERWIN 
WILLIAMS WILLIAMS 
Pei y INOUSTRIA 

FINISHES 


PRODUCTION LINE 


too ! 


How well a finish for use on your defense con- 
tracts fits government specifications is only part 
of the problem. The other part is how well it fits 
your existing facilities and production line set-up. 

Sherwin-Williams offers industry-wide experi- 
ence on both counts, extending through two 
World Wars. In providing technical assistance 
in converting any portion of your production, 
with least possible modification in equipment, 
Sherwin-Williams offers the services of Industrial 
Finish Specialists with broad experience in both 
civilian and defense production finishing. 

If you have any problems involving government 
specification finishes it will pay you to investigate. 
Call, wire or write. The Sherwin-Williams Co., 
General Industrial Div., Cleve., 1, Ohio. Industrial 
Zone Offices located in Philadelphia, Pa., Newark, 
N. J., Chicago, Ill., Cleveland, O., Grand Rapids, 
Mich., Atlanta, Ga., Dallas, Tex. and Oakland, Cal. 


SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 


for defense production... for civilian production 
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ward pitting due to precipitation of 
hydrated oxides. The presence of a 
silicate film on work from cleaning op- 
erations, with inadequate rinses fol- 
lowing, may precipitate silicic acids 
in the acid dip tanks, and the presence 
of this on the work entering the nickel 
tank may produce pits. 

Organic material may cause any one 
or any combination of the effects men- 
tioned. Slight contamination by or- 
ganic impurities may show up in 
cloudy deposits of low ductility on me- 
dium or high current density areas. 
Still lower concentrations may not 
cause a visual change in the nickel 
deposits, but even traces can be de- 
tected by changes in ductility of the 
nickel deposit. 


Removal of Metallic Impurities 


Benning pointed out that experience 
has shown that treatment with nickel 
carbonate to raise the pH of the nickel 
solution to a value of 6.0 will precipi- 


tate the hydrates of iron, copper, zinc, 
chromium, and aluminum. They may 
then be removed by filtration. The dif- 
ficulty of raising the pH of buffered 
nickel solutions to this value was em- 
phasized; experience has shown that 
a pH of 5.0-5.5 is about all that can 
be obtained under normal conditions. 
In this case iron and aluminum are 
removed completely with _ possibly 
small amounts of copper, chromium, 
and zinc. Some operators have used 
lime to raise the pH to a value of 
about 5.5 or more and followed this 
with smaller amounts of nickel car- 
bonate to reduce the concentration of 
calcium by the precipitation of insolu- 
ble calcium carbonate. However, dif- 
ficulties have resulted from incomplete 
removal of calcium and the loss of 
nickel by precipitation of hydrates. 
Copper, zinc and lead may be more 
easily removed by electrolytic purifi- 
cation which involves the plating out 
of these impurities at low current 


DRUM AND BARREL 
HANDLING EQUIPMENT FOR 
QUALITY, PRICE & SERVICE 


No. 41 $4.00 
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No. 44 $36.20 No. 10 $20.70 
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MODEL No. 500 PORTABLE 
DRUM ROTATOR 








125 Dickerson Street 
Syracuse 2, N. Y. 
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10578 JSAN-C-490 For other Gov t Specs, 


MilL-C- 5541 
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Multi-PurPos®: 
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gion-Resisting: phos- General all-purpose Rust 


etal Corrosion-proof Coating 


phate coating and clean Remover and 
ing product for mechan'- Cleaner, available in for Aluminum Alloy®, sale 


cal cleaning ae wipe-off and dip type viding thousands of hours 
Described in of salt spray and humidity 


resistance - -- Described 


Described sai grades --- 
Cote Bu 91. MetalpreP Bulletins 
50-34 and 50-37. inLyfanite Bulletin 49-98. 


GalvapreP? 





Provides greater point 
adhesion on Galvanized 
\ron, Galv 

other zinc- 

faces -° 

Galvap 


Heavy Rust and Light 
Scale Remover; non-cor- 
rosive on surrounding 
equipment . - - Described 
in Prep-Pik-t Bulletin 49-3. 


Emulsoprep 


General all-purpos® Emulsion and Alkaline 
Metal Conditiones for MetalCleaners available 
cation i Aluminum Alloys. avail- for alltypes of metals and 
periods - - able in wipe-off and dip applications, diP cr spray 
on request. grades ete Described sq vane Described in Emul- 

Alumiprep Bulletin 50-62. sopreP Bulletin 50-61. 
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Windsor, Ont. 
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For Solution Clarification 
Use an 


INDUSTRIAL 
FILTER , -2 


i = | 






and Large 






The flow rate of an 
INDUSTRIAL filter is 
based on the actual 
solution involved. You know the capacity 
you get. Furthermore, the labor, down 
time, and the inconveniences of cleaning, 
replacing the filter media, and reassembling 
the filter for every filtering cycle—all are 
eliminated by the Industrial Air-Wash 
Cleaning Method available for all models. 
It is necessary to remove the cover only 
when new filter cloths are installed. With 
Industrial filters, a clarified solution is al- 
ways assured. 


Capacities 


The engineering, design, and construc- 
tion of Industrial Filters have proved out 
in long service and low maintenance costs 
Industrial has the experience and is large 
enough to handle your filter requirements. 
Since 1927 filters and filtration systems 
have been an important part of our busi- 
ness. 


* Write for recommendations 


INDUSTRIAL FILTER 
& PUMP MFG. CO. 


5904 Ogden Avenue Chicago 50, Illinois 
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densities on dummy cathode sheets. 
|B. C. Case has reported that copper 
and lead are removed most effectively 
at 2-4 amp./sq. ft., and iron and zinc 
at 6 or 7 amp./sq. foot. 

Although not complete in its re- 
moval, a high pH treatment with 
nickel carbonate will serve to reduce 
the concentration of trivalent chro- 
mium. Chromium has been removed 
by reduction to the trivalent state with 
ferrous sulfate, followed by treatment 
with nickel carbonate at high temper- 
atures. This method is effective if a 
PH of 6.0 is reached, but is considered 
to be rather difficult. Chromium may 
be completely removed to less than 1 
p.p.m. by oxidation to the chromate 
with potassium permanganate follow- 
ed by precipitation as lead chromate 
with basic lead carbonate. The pH of 
the solution is then raised with nickel 
carbonate and the solution filtered. If 
organic addition agents are present, 
this treatment should be followed by 
a treatment with activated carbon to 
remove oxidation products. It has been 
reported that chromium may be re- 
moved by electrolysis at pH of 2 and 
very high current densities. 

Calcium concentration may be re- 
duced by raising the temperature of 
the solution to 160-170 deg. F. and 
raising the pH with nickel carbonate, 
followed by a thorough filtration. A 
more effective method of removal dis- 
cussed by Benning is by precipitation 
as calcium fluoride. This method also 
serves to remove magnesium. With 


| the temperature at 140-150 deg. F. and 


la pH of 3.2, 


ammonium bifluoride is 
added to the solution, slowly, with agi- 
tation, using a 100 per cent excess. 
The pH of the solution is then raised 
above 5.0 with nickel carbonate. The 
solution is then filtered after stand- 
ing with the heat off. 

Phosphates have been removed suc- 


|cessfully from bright nickel solutions 





by the addition of ferric sulfate or 
chloride and raising the pH to 5.0 with 
nickel carbonate to precipitate basic 
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Inside 
the formula 
of every 


RANDOLPH FINISH 


Randolph Finishes— — | 
developed over 18 years DEPENDABILIT y | 





of intensive research and SUITABIL il 
experience—are playing 

a mighty part in today’s QUAL I 
production drive. Pro- SER vik 
ducers of both defense 

and civilian goods are coming to Randolph 

for coatings that serve their products best. 

Dress up your product, give it its staunchest 

surface and new sales vigor with a Ran- 


dolph Finish! 


Every Randolph salesman is a tech- 
nician—thoroughly experienced in 
his field. Discuss your finishing 
problems with him freely. Call on 
Randolph's technical resources for 
more dependable and economical 
production. 








RANDOLPH 


PRODUCTS COMPANY 
CARLSTADT, NEWJERSEY 


DOPtS ~° LACQUERS - ENAMELS - THINNERS 











iron phosphates. Nitrates have re- 
portedly been removed from nickel so- 
lutions by electrolytic reduction at the 
cathode. Silicates are removed by a 
high pH treatment followed by a high 
pH treatment with nickel carbonate; 
however, if large amounts are present, 
filtration may be difficult. 


Removal of Organic Impurities 


Most organic impurities may be re- 
moved by treatment with activated 
carbon, in the range of about 2 to 6 
lb./100 gal. of plating solution. How- 
ever, there are some organic impuri- 
ties which are not removed in the form 
in which they exist in a plating solu- 
tion. They must be oxidized or reduced 
to be effectively removed. In doing so, 
some of the organics that are adsorb- 
able may be changed to a form which 
is not removed effectively by activated 
carbon. For this reason it is advisable 
to carbon treat the solution with acti- 








Assure lower- 
cost operation, 
higher oper- 
ating efficien- 
cy and more 
dependable 
service. For de- 
tailed informa- 
tion, send in the 
coupon for Bul- 
Mm letin 20-210. 
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vated carbon before oxidation or re- 
duction, and to follow the oxidation 
or reduction by another carbon treat- 
ment for a complete purification. In 
some cases a circulation through a fil- 
ter packed with carbon is sufficient 
before oxidation or reduction, or the 
solution may be continuously circu- 
lated through carbon while treatment 
by electrolysis is taking place.’ The 
choice of oxidation or reduction of or- 
ganic impurities, to more effectively 
remove them, is usually based on pre- 
liminary laboratory tests by the use 
of a Hull Cell or bent cathode test. 
The effects of treatment with potas- 
sium permanganate, hydrogen perox- 
ide, or electrolytic dummying before 
carbon treatment may be determined 
by beaker tests. 


Electrolytic Purification 


This method is most effective when 
used continuously by means of an 
auxiliary tank through which the plat- 
ing solution is circulated. For normal 
rates of contamination the use of 0.05 
amperes per gallon of plating solution 
was recommended by Benning. Since 
copper and lead are most effectively 
removed at 3-5 amp./sq. ft., and zine 
and iron at 5 or 6 amp./sq. ft. an av- 
erage current density of 5 amp./sq. ft. 
on a corrugated steel cathode surface 
will provide proper current density 
ranges to effectively remove these 
common contaminants. On this basis 
0.01 square feet of cathode surface per 
gallon of solution will be required to 
obtain this current density. The anode 
to cathode distance should not exceed 
3 inches and the solution should be 
passed through the electrolytic puri- 
fication tank at a rate sufficient to pass 
% to % of the volume of solution dur- 
ing each hour of operation. 

On the basis of these figures, the 
purification tank should be designed 


1 See also ‘Filter Out Your Plating Rejects,” 
Ezra A. Blount, Propucts FinisHiNnG, Dec. 1950. 


March, 1952 








How to Determine Impurities 
in Electroplating Solutions 


Of all methods for determining minute impurities in 
plating baths, the most practical is the colorimetric. 
The principle utilized is simple: color intensity, due to 
presence of a colored constituent, is directly propor- 


tional to the concentration of that constituent. 


USE OF THE COLORIMETRIC METHOD 


This method requires the measuring of light transmitted 


by solutions. 


Intensity of the transmitted light is measured by photo- 
electric means to attain a high degree of accuracy. No 
two solutions of different character will have transmit- 
tancy curves of exactly the same shape, hence, a solu- 
tion under test is usually compared to a reference solu- 
tion free of impurities. Calibration curves plotted from 
a series of runs facilitate determinations. Summaries of 
techniques used to determine four different impurities 


follow: 


LEAD IN NICKEL PLATING BATHS 


Lead is separated from interfering ions by extraction 
with a carbon tetrachloride solution of dithizone in the 
presence of potassium cyanide. After removal of the 
excess dithizone with alkaline potassium cyanide, the 
transmittancy of the solution is measured and the quan- 
tity of lead present determined from a calibration curve. 


IRON IN NICKEL PLATING BATHS 


Iron is separated from the other metallic ions by precipi- 
tation with cupferron. The iron cupferride is extracted 
with amyl acetate and then returned to the aqueous 
solution by shaking the amy] acetate extract with nitric 
acid. The iron is then reduced with hydroxylamine 
hydrochloride. O-phenanthroline is added, and the pH 
is adjusted with sodium acetate. Finally, the light trans- 
mission of the ferrous o-phenanthroline complex is 
measured. 





MANGANESE IN NICKEL PLATING BATHS 


The manganese is oxidized to permanganate by sodium 
periodate in an acid mixture of phosphoric and per- 
chloric acids. The transmission of the solution is then 


measured. 


COPPER IN NICKEL PLATING BATHS 


Copper is isolated from the other constituents in the 
plating bath by precipitation with 2-mercaptobenzo- 
thiazole and extraction of the precipitate with amyl 
acetate. The color is then developed by addition of 
dibutyl amine and carbon disulfide. After the solution 
has been diluted with ethyl alcohol, its transmittancy 
is measured. 


A.E.S. RESEARCH PROGRAM 


The American Electroplaters’ Society is conducting a 
comprehensive research program and has developed use- 
ful information on current plating problems. Interna- 
tional Nickel, in addition to its other support of this 
program, feels that it will be a further service to make 
copies of these A.E.S. Research Reports available. 


For an authoritative, detailed, 48-page study of this 
subject, we offer you a free copy of the A.E.S. Research 
Report, Serial No. 3, entitled “Determination of Im- 
purities in Electroplating Solutions.” Send the coupon 
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The International Nickel Company, Inc. 
Dept. P, 67 Wall Street 
New York 5, N.Y 


Please send me a copy of A.E.S. Report, 

Serial No. 3, entitled “Determination of 

Impurities in Electroplating Solutions. 
Name Title 
Company 


Address 
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so as to provide a minimum flow rate 
of 6 ft. per minute past the cathodes. 
This means that the tank will be long 
and narrow. Usually it will be neces- 
sary to provide additional means of 
agitation in order to obtain such flow 
rates with a logical tank design. The 
effect of a high rate of agitation on 
the removal of metallic impurities is 
to increase the rate as much as ten 
times over that for a tank with low 
rates of agitation. This is necessary 
to decrease the cathode solution film 
thickness and replace the purified so- 
lution layer with the contaminated 
solution. The use of corrugated cath- 
odes also serves to promote agitation 
by the formation of turbulence to dis- 
rupt the tendency toward streamlined 
flow. The pH of the solution has been 
shown to have little effect on the re- 
moval of impurities by electrolytic 
methods except in the case of iron 
which obviously will not be removed 
if in the oxidized state, and if the so- 





HERE’S HOW 


... to control overspray 
in your booth 


With RP Paint Arrestors, 
Your Booth Can Be Modi- 
fied Like This...In Minutes! 
This is a typical RP Paint Ar- 
restor installation. Simple, 
economical to install... 
effective and efficient in 
operation. Check the RP 
way to modern overspray 
removal! 


. » « PRODUCTS OF RESEARCH | 


RESEARCH PRODUCTS CORPORATION, Dept. PF, Madison 10, Wisconsin 


lution pH is above the precipitation 
point of ferric hydrate. 

The design of the purification unit 
is dependent on the individual ar- 
rangement and design of the plating 
equipment with which it will be used. 
The solution being returned to the 
plating tank should be filtered through 
a filter of adequate capacity to give 
the necessary flow rates. 


Finishing Magnesium for 
Assembly Protection 

AGNESIUM surfaces in contact 
with dissimilar metals are a 
potential source of corrosion unless 
adequately protected. The type of con- 
tacting material involved is an impor- 
tant factor. Also, the severity of the 
corrosion environment influences the 
protection required. Riveted or bolted 
joints leave a crevice between faying 
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WRITE FOR FREE BOOKLET 


Helpful, informative sug- 
gestion to solve your paint 
spray booth problems. 
Write today. 
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CHLORINATION Employed. 
CYANIDES 22osczoyed 


The treatment of cyanide wastes is a difficult 
problem which is growing more acute daily. Increas- 
ingly stringent stream pollution legislation has 
placed a heavy demand on industry for the com- 
plete destruction of cyanides. 





Effective, economical treatment of cyanide 
wastes requires versatile equipment and experi- 
ence. The Wallace & Tiernan organization brings 
you both from its record of equipment installations 
in over 25 cyanide waste treatment plants. 


A complete line of W&T Chlorinators and Chem- 
ical Feed Equipment, backed by 37 years experi- 
ence in the chlorination of water, sewage and 
industrial wastes, is an assurance that there is 
always available from W&T a proven chlorinator 
to fit the needs of your particular cyanide waste 
problem. 


Write today to arrange for a visit from your W&T 
Representative or for technical bulletins on cyanide 
waste treatment. 





WALLACE & TIERNAN 


COMPANY, INC. 
CHLORINE AND CHEMICAL CONTROL EQUIPMENT 
NEWARK 1, NEW JERSEY © REPRESENTED IN PRINCIPAL CITIES 
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Quality 
starts with 
a Superior finish 











The finish on your product reflects the 
craftsmanship, the quality of that item. 
That’s why so many metal fabricators 
specify Haskins Flexible Shaft Machines 
for all their polishing, sanding, grind- 
ing, buffing, and filing operations. Like 
this manufacturer of stainless steel sinks, 
they have found that Haskins power and 
the right attachment provide precision 
operation that assures quality production. 

Because you handle only a light hand- 
piece—not a heavy motor—you find that 
operator fatigue is reduced, production 
goes up. And multi-speed power allows 
selection of the right speed for varied 
Operations. 

You'll find the right combination of 
power, speed and attachments for your 
specific application in the complete 
Haskins line. Write today and ask for 
our recommendation on your grinding, 
sanding, filing or polishing job — no 
obligation, of course. R. G. Haskins Co., 
2643 W. Harrison St., Chicago 12, III. 


Your choice of Bench 


Mounted, Suspended, or 
Pedestal Mounted. 


FLEXIBLE SHAFT EQUIPMENT 
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surfaces which usually permits the 
entry of moisture that may then be 
held by capillary action for extended 
periods of time, thus presenting a con- 
dition for accelerated corrosion. It is 
important to protect the faying sur- 
faces as adequately as the general sur- 
face protection required when mag- 
nesium alloys are in contact with each 
other for this reason. 

According to the Dow Chemical 
Company, the standard paint systems 
used with magnesium generally afford 
sufficient protection for magnesium- 
to-magnesium contacting surfaces. A 
minimum of two coats of zine chro- 
mate pigmented primer is required on 
each surface where it is not desirable 
to apply the finish paint coatings prior 
to assembly. If rivets are used in as- 
sembly, they should be 56S aluminum 
alloy. All steel bolts and washers in 
contact with magnesium should be 
cadmium or zine plated. Cement bond- 
ed joints offer ideal protection in that 
the joint is sealed and thus protected 
with the organic binder. 

Magnesium, being anodic to all oth- 
er structural metals, is sacrificially 
corroded when in electri¢al contact 
with these metals in the presence of 
an electrolyte. Dow Chemical Com- 
pany reports that the most common 
metals that are used in contact with 
magnesium are aluminum, brass, cop- 
per, and steel. As mentioned above, it 
is possible to suppress this galvanic 
action by plating the steel, brass, and 
copper with zinc or cadmium. How- 
ever, this is impractical on large parts 
which are used in a structure and is 
thus limited in application. 

The vroblem of finding better and 
more simple methods of protecting 
magnesium in bi-metallic assemblies is 
a subject of current investigation in 
the Dow Chemical Laboratories. This 
has been prompted by recent service 
failures of magnesium in highly cor- 
rosive environments of airframe struc- 
tures in sea spray, and truck bodies 
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COMBINE 


movement with processing 


REDUCE ee 
Rugged Chain Drive design with special 


rejects and handling costs retaining flights and plate edge for holding 


parts during upward movement. 


with a Cambridge Woven Wire Conveyor Belt 


Regardless of the type or size of part, or of hot, wet or corrosive proc- 
esses . . . a Cambridge belt can help you reduce rejects and handling 
costs by continuously conveying your product through the process 
medium at a controlled rate of production. 


Open mesh of the belt allows immediate drainage of process solutions 
or complete circulation of hot air or gases. Special alloy wire for wear 
resistance means long belt life, low ultimate cost. 


Want to know more? Just call in your Cambridge field engineer. He’ll 
be glad to work with you to select the best belts for your plant. Write 
direct or see ‘‘Belting-Mechanical”’ in your telephone directory. 


a | ai The Cambridge 
\ =o" pss 335, Wire Cloth Co. 
Dept. A * Cambridge 3, Md. 
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Table I 





PANEL PRIMER 


NO. OF COATS ON 
EACH SURFACE 


HOURS TO INITIAL 
FAILURE 
(AV. OF TWO) 








land 2 
3and 4 
23 and 24 
33 and 34 
35 and 36 
37 and 38 


AN-P-656a 
AN-P-656a 
Unichrome AP-10 
Ucilon 405 p 
Stanley Chem. Co. 
AN-P-656a 


39.and40 AN-P-656a 


45and46 Americoat No. 33 


Dark Blue 





3 plus ] unthinned 

paste. Riveted wet. 

3 plus 1 unthinned 90 

paste. Riveted dry. 
3 


42 

89 

161 

349 

OK at 354 
OK at 354 


OK at 354 








in chloride-containing road_ splash. 
Table I lists the results of one series 
of tests as recently described by H. 
K. DeLong of Dow before the Aircraft 
Industries Association, Aircraft Re- 
search and Testing Committee. These 
tests were conducted using magnesium 
FS1 alloy-24ST aluminum simulated 
butt-joint riveted assemblies. These 
were assembled so that magnesium 
could be considered the aircraft skin 
surface and the 24ST aluminum sim- 
ulating a stringer, thus leaving a seam 
between the magnesium sheet edges. 
The assemblies were then exposed in 
20 per cent salt spray at 95 deg. F. in 
a position 10 deg. from vertical with 
the seam facing upward. 

In his paper describing the Dow 
tests, DeLong pointed out that the re- 
sults are comparative results with the 
various primers tested to date on alu- 
minum-magnesium couples and the 
relative protection is expressed in 
hours to initial breakdown, or corro- 
sion failure. Tests are also being con- 
ducted to compare the use of primers 
plus finish coats,-primers plus tapes, 
and primers plus sealing compounds. 
Considering the present status of the 
Dow test program, a number of gen- 
eral conclusions were discussed. 

Indications are that chromates and 
dichromates are only fair in reducing 
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the corrosion rate of the bi-metallic 
couples. The solubility of the chromate 
used and the type of chromate are 
factors to consider. Magnesium chro- 
mate and calcium chromate were 
found to be more effective than zinc 
yellow. According to DeLong, at best 
the chromates reduce the corrosion 
rate by about 55 per cent on untreated 
F'S1 alloy-mild steel couples immersed 
in 3 per cent chloride solution. Also, 
chemical and anodic treatments offer 
very little improvement to galvanic 
corrosion in salt spray. Tests showed 
no difference between the chromate 
type coatings and anodic coatings of 
the magnesium hydroxide type. 

Tests on primers showed that the 
AN-P-656 and AN-P-656a zinc chro- 
mate primers were much inferior to 
less porous type primers such as the 
vinyl type for bi-metallic protection. 
Three coats of the P-656 type primer 
were found to be only slightly better 
than one coat and only a slight advan- 
tage was gained by priming the cath- 
ode (dissimilar metal). Finish coats, 
or primer plus finish coats were found 
to be much more effective than mul- 
tiple coat priming with the P-656 
primers. It is important that the cath- 
ode be coated with an impervious type 
primer, painted, or plated with zinc or 
cadmium. 
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RUST 
RESISTANT 


ATTRACTIVE 
IN 


LONG 
WEARING 
PROTECTION 


FOR IRON AND 
STEEL 


— PAR CUMPOUND 


be waxed, or may be painted with excellent results. 


Parco Compound, con- 
stantly improved over the 
past third of a century, 
now offers greatest effici- 
ency and economy in the 
protection of iron and steel against rust and corrosion. 
In addition to rust resistance, Parco Compound adds 
greatly to the attractive appearance of the treated 
parts. When it is combined with stains or oils, a very 
dark satin finish is produced. Treated metal may 


PARKER 


While efficiency and flexibility has increased, cost is 
still extremely low. Treatment with Parco Compound 
is quick, simple, uniform, completely dependable. 
The only limitation on size of parts treated is the size 
of the processing tanks. 


Parco Compound meets government specifications for 
military use, and is replacing cadmium and zinc in 
many civilian applications. 


*Bonderite, Bonderlube, Parco, Parco Lubrite—Reg U.S. Pat. OA 


PARKER RUST PROOF COMPANY 
2172 &. Milwaukee Ave. 
Detroit 11, Michigan 


BONDERITE — corrosion resistant paint base * BONDERITE and BONDERLUBE— aids in cold forming of metals » PARCO COMPOUND— rust resistant + PARCO LUBRITE—weat resistant for friction surlaces 
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The tests indicated that the mois- 
ture imperviousness of a paint film is 
more important than the inhibitive 
properties of chromate pigmentation 
for this type of protection. Primers 
with combined high moisture resist- 
ance and chromate pigmentation offer 
the best overall protection based on 
tests to date. Specifically, it was 
pointed out that vinyl chloride-acetate 
copolymer resin base primers, such as 
Unichrome 405 P (which is somewhat 
similar to Bureau of Ships formula 
No. 120 vinyl primer) and vinyl chlo- 
ride-acetate vinyl lacquers (such as 
Unichrome A-147) have shown the 
most promise in the air dry type fin- 
ishes tested. 

Indications are that Bureau of Ships 
52 P 18 zine chromate primer, an 
oil modified phenolic material, is more 
effective than AN-P-656 formulations. 
Also, a Naval Research Laboratory 
experimental magnesium primer Code 
No. N.R.L. Ca-15-01, which is of the 











PUT AN END TO 
YOUR BURRING 
PROBLEMS 


PURICO “PUR-BUR” 


PUR-BUR, new self-lubricating compound 
swiftly removes burrs, gouges, minute cracks 
—yet retains accurate finishes. Lasts longer, 
is more economical than ordinary polishing 
wheel. Available in cake and tube form. 
WRITE TODAY FOR COMPLETE INFORMATION 


THE PURITAN MFG. CO. 


WATERBURY, CONN. 





above general type, but apparently 
containing calcium chromate and zinc 
chromate as the pigment, is showing 
excellent protection in tests now in 
progress, and is almost equal to the 
vinyl type chromate primers. How- 
ever, oil modified phenolics are rela- 
tively slow drying. No couple corro- 
sion tests have been conducted on bak- 
ing primers and enamels. 

It was pointed out that when AN-P- 
656 paste is used as the sealing com- 
pound, it is important to assemble the 
joint while it is still wet. Applying the 
primer paste and allowing it to dry 
before assembly does not seal the joint 
and provide the equivalent protection 
of assembling with wet paste. 

Concerning another type of protec- 
tion, DeLong pointed out that electro- 
plated magnesium using decorative 
copper-nickel-chromium plating is un- 
affected in contacting areas with either 
steel or aluminum. Plating will nor- 
mally protect magnesium up to 200 
hours in salt spray depending on the 
plate thickness. However, it should be 
realized that plating of magnesium 
would be limited to smaller parts con- 
sistent with type and size regularly 
plated in other metals. 





Porcelain enamel of a special high 
temperature and corrosion-resistant type 
is now being used on jet engine combus- 
tion chambers, exhaust tail cones, deflec- 
tor vanes, and other parts. 
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To be magnetic, products ...as well as personalities... 
must possess attractive qualities. Finishes developed in our 
Creative Studio give you the opportunity to put your product 
in this ‘“‘magnetic category”. 

Our skilled artists approach your finishing requirements 
with a singular thought. They are determined to provide 

an individualistic coating superior in texture, beauty, and 
ease of application. 

Place your product on the preferred list by taking advantage 
of this service. No cost or obligation. 





No Tampering with Quality 


a 


Affiliate 
GORDON BARTELS CO. ROCKFORD, th li woi-s 


Roller Coating Specialists fee fac aoaead of Protects and D a ings 
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The Annual Eastern Division Sales 
Conference of MAAS & WALDSTEIN 
COMPANY, manufacturer of industrial 
finishes, Newark, Chicago, and Los An- 
geles, was held on January 25, 1952, at 
the Essex House Hotel, Newark, New 
Jersey. 

The company’s guest speakers included 
James A. Bede, president of Bede Prod- 
ucts Inc., Cleveland, Ohio, who spoke on 
the subject of the Hot Spray Process, and 


R. L. Faber, district representative of 
the Edwin L. Wiegand Company, manu- 
facturer of radiant heaters for the dry- 
ing of synthetic enamels. 

B. F. Ames, general sales manager of 
Maas & Waldstein, discussed the com- 
pany’s expanded advertising and sales 
promotion plans for 1952 and one of the 
highlights of the meeting was a resume 
of the progress made with one of the 
company’s newest products, known as 
Plextone, the multi-colored enamel that 
is being used on industrial products and 
for architectural use. 


View of the members who attended the Maas & Waldstein Annual Eastern Division Sales Con- 


ference. 


Seated around the table from left to right are W. J. Gamblin, supervisor, Lacquer Sec- 


tion of the laboratory; R. S. Blake, northern Connecticut-western Massachusetts; R. S. Benjamin, 
Philadelphia; T. B. Haddow, New York; F. M. Erlenmeyer, Connecticut; E. R. VanDerHoef, New 


Jersey; C. L. Berry, manager, 
Products Inc.; 
Department; Cc. F. Rohleder, chief chemist; 
Roberts, New York. Men on the inside of the * 


Essex Chemical Division; J. S. Congleton, supervisor, 
Robinson, New Jersey (seated in front of C. L. Berry); W. C. Treadwell, 
D. P. Volino, Philadelphia; A. W. Keller, 


front of B. F. Ames and es A. Bede); 


Midwest Division; B. F. 
Joseph Sanches, Eastern representative, Bede Products Inc.; J. M 
J. L. Ledeen, sales manager, Plextone Division; D. 
‘U”’ formation, seated left to right, are B. Warren, 


Ames; James A. Bede, _ oo Bede 
Coyne, Sales 


Synthetic Section of the laboratory; S. 
Rochester (seated in 
New York; 


J]. Adams, eastern Massachusetts. 
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Executives of American-Marietta Company in front of the research laboratory of The Arco Com- 
pany, Cleveland, at the beginning of a company-wide meeting of technical personnel held at 
Arco. Left to right are: D. E. Eichelberger, Sewall Paint and Varnish Co., Dallas, Tex.; R. L. 
Oughton, executive vice president, American-Marietta Co., Chicago, Ill.; Dr. E. W. Scripture, Jr., 
vice president in charge of research, Master Builders Co., Cleveland, Ohio; E. Spoerry, Jr., 
executive vice president, The Arco Co., Cleveland, Ohio; R. L. Pflaumer, vice president, Ameri- 
can-Marietta Co., Chicago, IIl.; Kenneth Clarke, president, The Arco Co., Cleveland, Ohio; W. C. 
Jeppson, Charles R. Long Co., Louisville, Ky.; R. L. Hemingway, president, American-Marietta 
Co., Chicago, Ill.; Dr. D. M. Gans, director of research, The Arco Co., Cleveland, Ohio. 


TRUE BRITE CHEMICAL PROD- 
UCTS CO., Oakville, Conn., is now being 
operated by Henry Strow, who was the 
chief chemist of MacDermid, Inc., Wa- 
terbury, Conn., and continues as its con- 
sultant. 

The True Brite plant was recently en- 
larged, and new equipment was installed 
for the compounding of copper and brass 
plating solution materials. The company 
will continue with present distributors 
and products and with the development 
of new products for the plating trade. 


‘Watch inventories of raw materials; 
keep careful check on them,”’ H. J. Hem- 
ingway, president of American-Marietta 
Company, told technical personnel of the 
A-M divisions and subsidiaries who met 
for three days at THE ARCO COMPANY, 
Cleveland, Ohio, early in December. He 
spoke at the close of a series of general 
and group meetings in the Arco lab and 
office buildings in which new scientific 
developments were discussed, and infor- 
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mation on lab and production problems 
was exchanged. Special attention was 
paid to government specification formu- 
lation and industrial enamels. 

The meeting, one of a yearly series 
conducted by American-Marietta and 
held at the plant of a different affiliate 
each year, enables each subsidiary or di- 
vision to keep informed of the advances 
made by other A-M units during the year. 

The meeting was held under the direc- 
tion of R. E. Pflaumer, technical vice 
president of A-M. More than 65 persons 
were in attendance. 


Installation of continuous process ma- 
chinery in its Ceramic Color Division has 
more than tripled production, according 
to FERRO CORPORATION of Cleveland. 
In addition, new equipment such as the 
spectrophotometer has contributed great- 
ly by providing rigid quality controls and 
improved production efficiency. 

The spectrophotometer automatically 
records a continuous curve showing re- 
flections of color for each wave length 


PRODUCTS FINISHING 87 











of the spectrum, thus giving Ferro’s 
Color Division an infallible check for 
matching colors in all types of ceramic 
products. 


AMERICAN CHEMICAL PAINT CO., 
Ambler, Pa., has recently undertaken a 
research program under contract with 
the Office of the Quartermaster General, 
Washington, D. C. The scope of the pro- 
gram, under Harry Faigen, will be the 
investigation and development of pre- 
paint treatments and final chemical 
treatments of metal surfaces for the pro- 
tective finishing of designated Quarter- 
master articles of supply. 


The appointment of Industrial Sys- 
tems Co., New Brunswick, N. J., as ex- 
clusive distributors for its complete line 
of washing and metal treating machines 
has been announced by INDUSTRIAL 
WASHING MACHINE CORP., New 
3runswick, N. J. The move, which con- 
solidates the manufacturer’s sales ac- 
tivities, makes Industria! Systems Com- 
pany sole sales agents on both the na- 





For Quality and Uniformity 
Specify 


HARRISON <> PRODUCTS 


STAINLESS STEEL BUFFING AND 
POLISHING COMPOUNDS 


Faster Cutting—Increased Production 
—Economy 


Glazing Compounds 
Compounds for Spraying Or 
Dipping 
Use 4A Cement and Thinner—For Setting Up 


Wheels, Belts, Rolls, etc. — Longer Life — 
Greater Production. 


Consult Us On Any of Your Problems. 
We'll Gladly Advise and Send Samples. 


HARRISON & CO., INC. 


Haverhill, Mass. 
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tional and international levels. The sales 
company also acts as exclusive distrib- 
utors of Industrial Systems Conveyors. 


BEHR-MANNING DIVISION of Nor- 
ton Company has evolved a way of show- 
ing off its own coated abrasives and sand- 
ing belts by exhibiting the latest devel- 
opments in the abrasive machinery field. 
For this purpose, B-M is taking around 
the country a Grinding and Polishing 
Show. The first big clinic was held in 
Boston, the next one will be in Chicago. 
From there the show will move from 
city to city, coast to coast. 

Behr-Manning has been doing this type 
of clinic work on a smaller scale since 
the war. It set up 15 demonstration rooms 
attached to its branch warehouses and 
sales offices in various cities, plus head- 
quarters in Troy, New York. Each dem- 
onstration room is equipped with the lat- 
est machinery of the kind that is used 
in that particular area. 


THE SUFFERN PLATING CORPOR- 
ATION has moved its office and plant to 
modern and larger quarters at 199 Goffle 
Rd., Hawthorne, N. J. The capacity of 
this plant is substantially greater than 
that of the previous plant in Suffern, 
New York. 


SELAS CORPORATION OF AMER- 
ICA, heat processing engineers, Phila- 
delphia, has announced the opening of a 
Pittsburgh office at 3829 Willow Avenue 
under the direction of John L. Wilson 
who has represented Selas in the Pitts- 
burgh area for three vears. 


The award of 75 post-graduate fellow- 
ships to 47 universities, and grants-in- 
aid to 15 universities to ‘‘stock-pile’’ 
knowledge through the support of fun- 
damental research was announced re- 
cently by the DU PONT COMPANY. 
They are for the 1952-53 academic year. 

These grants are for unrestricted use 
in the field of fundamental chemical re- 
search. The Du Pont awards in recent 
years have been so successful in further- 
ing this work that the company decided 
to raise the yearly contribution from 
$10,000 to $15,000 to each of the ten uni- 
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versities which received awards for the 
present academic year and to make new 
grants of $10,000 each to five others. The 
grants are guaranteed for two years. 


THE PENNSYLVANIA SALT MAN- 
UFACTURING COMPANY announces 
the consolidation of all sales and service 
in chemical specialties for metal clean- 
ing, fabricating, and processing in one 
sales department named the Metal Proc- 
essing Department. Headed by J. J. 
Duffy, Jr., sales manager, it represents 
a merger of two groups which have here- 
tofore functioned independently of one 
another within the company; namely, 
the Industrial Metal Cleaners Depart- 
ment and the Fos Products Department. 


Opening of a regional sales office and 
warehouse building at 732 Ashby St.. 
N.W., Atlanta, Ga., was announced re- 
cently by officials of the MINNESOTA 
MINING & MANUFACTURING COM- 
PANY. 

George E. Steck has been Southeastern 
cellophane tape sales manager for 3M 
since 1948, when the company opened a 
sales office in Atlanta. Russell D. Baird, 
fromerly office manager of the firm’s 
branch at High Point, North Carolina, 
has been named to a similar post in At- 
lanta. 


NEW POSITIONS 


WILLIAM E. KNAPPMAN, a veteran 
of 24 years in the field of paint research, 
has been appointed technical director of 
the United Lacquer Manufacturing Cor- 
poration, it was announced recently. In 
this capacity, he will direct research ac- 
tivities in the company’s development 
laboratory, which currently is being 
tripled in size. Development of quality 
finishes and protect ve coatings for in- 
dustry and the defense program is the 
keynote to United Lacquer’s research ac- 
tivities. 

The new technical director brings with 
him a vast background and experience 
in the field of raw materials, formulation 
and administration. Mr. Knappman will 
continue to serve the U. S. Army Quar- 
termaster Corps, as he has for the past 
four years, as a part-time consultant on 
protective organic finishes. 
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JOHN H. GOR- 
MAN has recently 
joined the techni- 
cal staff of the 
Hanson-Van Win- 
kle - Munning Co., 
Matawan, N. J., 
as electrochemist, 
and has been 
placed in charge of 
customers’ techni- 
cal service. 

After receiving a 
degree in chemis- 
try from Western 
Reserve Univer- 
sity, Mr. Gorman 
spent considerable 
time in post grad- 
uate chemistry 
studies. He has 
had a wide industrial experience as plat- 
ing chemist, metallurgist, and consultant 
in the electroplating field in the Chicago 
and Ohio areas. 


John H. Gorman 


At a meeting of the board of directors 
of the Pyrene Manufacturing Company, 


No. 150 


Ae ” Orbital- 
Motion 


... for Dry 
or Wet Finishing 


Powerful, direct-connected 
3450 r.p.m., 100-120 v AC air-cooled motor. 


(no gears), 


All sealed ball-bearing construction. Die-casti 
alurainum housing, polished. All-position han- 
dles. In hand weight only 5 Ibs. Insulated with 
ground wire for wet as well as dry sanding or 
rubbing. Available accessories—deep contour 
pads, surface plates, felts, etc. Takes any sheet 
abrasives—3 covers 444” x 64” from standard 
9” x 11” sheet. 

A time saving quality tool priced so every 
worker can have one. 


Write for Circular 


J Wa MANUFACTURING CO. 
Sp ‘ 4 1895 So. 52nd Ave., Cicero 50, Ill 
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LUIS E. ECKELMANN was unanimous- 
ly elected a vice president in general 
charge of development work and of the 
Metal Finishing Division. 

In April 1916 Mr. Eckelmann, while still 
a student at the Polytechnic Institute of 
Brooklyn, New York, joined the company 
to do part-time research, and following 
graduation in June of that year became 
a full time member of the staff. 

Mr. Eckelmann has established a na- 
tional reputation as an expert in electro- 
chemical problems, and under his guid- 
ance tne Metal Finishing Division has 
become an important branch. 


WILLIAM 
R. TUTTLE, presi- 
dent of Tuttle & 
Kift, Inc., Chicago, 
has been elected to 
the board of direc- 
tors of Ferro Cor- 
poration to fill the 
vacancy left by the 
death of Don C. 
Wheaton. 

Mr. Tuttle, who 
has been president 
of the Ferro Cor- 
poration subsidiary 
since 1937, is an 
electrical engineer 
and the holder of 
many patents on 
electrical eq ui p - 
ment. 


William R. Tuttle 


PHILLIP MILLARD has resigned as 
materials engineer at the Detroit Arsenal 
to join the sales engineering staff of Au- 
tomotive Rubber Co., Inc., Detroit, Mich. 

A University of Detroit engineering 
graduate, Mr. Millard’s background in- 


| DAINT MIXER 
MIRACLE 


5 GALLON 
PAINT REJUVENATOR 
: All paint restored 
to original consis- 
tency without open- 
ing the can. 
2 minutes per gallon. 


MIRACLE PAINT 


REJUVENATOR CO. 
127E. 9thSt., St. Paull, Minn. 
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cludes experience as rubber engineer with 
both Chrysler Corporation and Briggs 
Manufacturing Company. 


Heil Process Equipment Corporation, 
manufacturer of chemical-proof equip- 
ment such as tanks and tank linings, 
anodes, and heat 
exchangers, has re- 
cently appointed 
FRED W. ARNDT 
as direct represen- 
tative to cover the 
Eastern States. His 
headquarters are 
at 152 W. 42nd St., 
New York, New 
York. 

Mr. Arndt has 
had several years’ 
experience as engi- 
neer and sales en- 
gineer in the proc- 
ess equipment field. 
He received his 
Chemical Engineer- 
ing degree from 
Pratt Institute and 
his M. S. degree 
from Stevens Institute of Technology. 
After a training course at the Cleveland 
plant, he is now in a position to give en- 
gineering assistance in connection with 
the many corrosion resistant products 
fabricated by Heil Process Equipment 
Corporation. 


Fred W. Arndt 


RICHARD A. SNYDER and KEN- 
NETH W. MONTFORT have been ap- 
pointed district sales managers for Penn- 
sylvania Salt Manufacturing Company 
of Washington, William J. F. Francis, 
sales manager of the Special Chemicals 
Divisions, has announced. 

Mr. Snyder assumes the position of dis- 
trict sales manager of the Industrial 
Cleaners Division and will head the com- 
pany’s Los Angeles sales office, located 
in the Westland Warehouse Building. 
Prior to this appointment he was tech- 
nical sales and service representative in 
Berkeley. A chemical engineering grad- 
uate of the University of Michigan, he 
joined Pennsalt’s Heavy Chemicals Sales 
Department in Tacoma in 1946. 

Mr. Montfort becomes district sales 
manager of the Agricultural Chemicals 
Division and wil continue to make his 
headquarters in Portland, Oregon. 
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(Left to right) Henry A. Thou- 
ron, James onkman, 
Paul L. Johnstone 


The appointment of 
three men to key execu- 
tive positions in Hercules 
Powder Company’s Syn- 
thetics. Department was 
announced as follows: 

HENRY A. THOURON 
to a newly-created posi- 
tion of assistant general 
manager; JAMES W. L. MONKMAN as 
director of sales to succeed Mr. Thouron; 
PAUL L. JOHNSTONE as director of de- 
velopment, also a newly-created  posi- 
tion in the company. 

Mr. Thouron, a graduate of Princeton, 
joined Hercules in 1934. From 1934 to 
1940 he was a technical sales represen- 
tative for the Naval Stores Department. 
Following service with the Army, he 
rejoined Hercules in 1945, becoming a 
member of the sales division of the Vir- 
ginia Cellulose Department, and then as- 
sistant director of sales of the Synthetics 
Department in 1946. Before becoming di- 
rector of sales for Synthetics in 1950, he 
spent several months as special assistant 
to the director of N. V. Hercules Powder 
Company, a subsidiary in Holland. 

Mr. Monkman, Synthetics’ new director 
of sales, is a graduate of Harvard with 
a degree in chemistry. He joined Her- 
cules in 1941 as a chemist at the Experi- 
ment Station. In March 1945 he became 
a member of the Synthetics Division at 
the Experiment Station, and in 1946 he 
became a member of Synthetics’ new de- 
velopment group. 

Mr. Johnstone, director of development, 
is a graduate of Princeton with a B.S. 
degree in chemical engineering. He joined 
Hercules in 1940 as a chemist at the Ex- 
periment Station. When he returned to 
Hercules from service in 1945, he was 
assigned to new product development 
work, and in 1950 became manager of 
Synthetics Market Development Division. 
In this capacity he supervised product 
development, market surveys, and sales 
promotion of new products. 


GEORGE J. ZAHRINGER, JR., has 
joined The Dow Chemical Company at 
its Midland, Michigan offices to assist 
in the development and sale of solvents 


March, 1952 


for industrial applications, according to 
Sales Manager L. P. Butenschoen. 

Mr. Zahringer was educated at North- 
western University where he received his 
degree in chemistry in 1946, and at Har- 
vard where he received his master’s de- 
gree from the Graduate School of Busi- 
ness Administration. Before coming to 
Dow he was employed in the sales de- 
partment of the American Mineral Spir- 
its Company in Chicago. 


Leonard Davis, president of the Mor- 
rison Engineering Corp., Cleveland, Ohio, 
manufacturer of continuous heat treat 
furnaces, annealing furnaces, flash bak- 
ers, aluminum hardening ovens, paint 
ovens, and forging furnaces, has an- 
nounced the appointment of T. F. FLEM- 
ING as general manager. 

Mr. Fleming will head the metallurgical 
department of the company. Formerly, 
he was supervisor of the heat treating 
department of the National Screw & Man- 
ufacturing Company, and technical rep- 
resentative of the World Metallurgical 
Congress staff. 


Ii.kKeons 
FOR COPPER STRIPPING NON-DANGEROUSLY 


Economical, Non-Electrolytic. 
No special equipment required. 





(ne oe er 
Oe ene 


Write for descriptive brochure. 


Sulphur Products Co., Inc. 
GREENSBURG 8, PA. 
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ACID CARRYOVER 
INTO RINSE BATHS 


witH ACTIVOL! 


Acid Carryover into rinse baths not 
only makes rinsing more difficult, but 
it means much of your valuable acid is 
going down the drain. This needless 
waste can be corrected easily and effec- 
tively with ACTIVOL # 1321. 


ACTIVOL activates acids causing them 
to go to work on oxide scale faster and 
more efficiently to produce clean, un- 
pitted surfaces. Metals lifted from the 
bath drain off the acid so completely 
that carryover is cut to an absolute 
minimum with acid savings from 10% 


to 40% possible in most cases. 


ACTIVOL is effective on all mineral 
acids including sulphuric, hydrochloric, 
muriatic, nitric, hydrofluoric, chromic 
and phosphoric acids for pickling, 
anodizing, galvanizing, plating, wire 


drawing, etc. 


WRITE FOR DETAILS 





Haas MILLER Corp. 


4th & BRISTOL STS. @ PHILA. 40, PA. 
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GEORGE A. FYRBERG became pro- 
duction manager of Norton Company’s 
Abrasive Division February 1, succeed- 
ing HAROLD C. DUNBAR who retired 
after 39 years with the company. Mr. 
Fyrberg, who began his Norton career 
in 1915 in the Stock department, has been 
Order Service superintendent since 1944. 

Mr. Fyrberg’s father retired in 1932 fol- 
lowing 40 years in Norton's Abrasive Di- 
vision. He has a son, George A, Jr., now 
working in the Grinding Machine Di- 
vision. 


George A. Fyrberg (left), Harold C. Dunbar 


MELVIN J. 
HENRY has been 
appointed general 
sales manager of 
the United Lacquer 
Manufactur- 
ing Corporation, it 
was announced by 
Saul Cantor, vice 
president. In_ this 
capacity he will 
supervise distribu- 
tion, merchandis- 
ing, market devel- 
opment, and cus- 
tomer service. 

Mr. Henry for- 
merly was connect- 
ed with R. H. Macy 


Melvin J. Henry 
and Company. 


Dr. John F. Thompson, chairman and 
president of The International Nickel 
Company of Canada, Limited, has an- 
nounced that GORDON R. BALL, vice 
president, general manager, and a direc- 
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LEARN FIRST-HAND WHAT A 
COMPLETE KOCH FINISHING SYSTEM 
CAN DO IN YOUR PLANT 


The day you call in a KOCH finishing expert is the day you'll 
learn how much more profitably you can run your manufacturing 
operation. A complete KOCH finishing system offers you labor 
savings up to 50% ... an improved finish for your product... a 
smooth, efficient conveyorized production that lowers costs and re- 
turns a good dividend on the investment. Get the complete facts 


NOW! 


PHONE, WIRE OR WRITE TODAY! 


rej 0) 1c): KOCH ‘SONS, INC. 


EVANSVILLE, INDIANA 
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tor of the Bank of Montreal, has been 
elected a director of International Nickel. 

Mr. Ball has been vice president of the 
Canadian Bankers Association since 1950 
and he is chairman of the Canadian Gov- 
ernment Advisory Committee on Over- 
Investments. 


seas 


The Hanson-Van 
Winkle - Munning 
Company of Mata- 
wan, New Jersey, 
has announced the 
appointment of 
BERNARD C. 
CASE as manager 
of Electrochemical 
Development. Mr. 
Case has trans- 
ferred his activi- 
ties to the Mata- 
wan laboratory 
from his position 
as field engineer at 
Detroit. 

Mr. Case brings 
exceptional quali- 
fications to this 
new post. Recently 
honored for his work as vice chairman of 
the Research Committee of the American 
Electroplaters’ Society, Mr. Case was as- 
sociate editor of ‘‘Plating’’ and has been 
active as chairman of the Detroit Section 
of the Electrochemical Society, Chairman 
of Sub-Committee 3 of B-8, A.S.T.M., and 
is an active member of the American In- 
stitute of Chemical Engineers. 


Bernard C. Case 


The appointment of two additional 
vice presidents and a chief engineer at 
Edwin L. Wiegand Company, Pittsburgh, 
has been announced by President Ernest 
N. Calhoun. 

JOSEPH McORLLY, chief engineer 
since 1940, is now vice president in charge 
of engineering. LESTER D. DRUG- 
MAND has been named his successor as 
chief engineer. 

JOHN W. BAILEY, personnel director 
since 1944, becomes vice president in 
charge of industrial relations. 

Mr. McOrlly joined the company in 1935 
as electrical engineer and prior to that 
had been engaged as electrical engineer 
with industrial and power company af- 
filiations. He is a member of the Amer- 
ican Institute of Electrical Engineers. 

Mr. Bailey, a 1924 graduate of Gettys- 
burg College, has been engaged in person- 
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nel work for practically his entire busi- 
ness career. Mr. Drugmand had been an 
industrial development and research en- 
gineer before joining the company in 
1948 as assistant chief engineer. He is a 
1941 graduate of Carnegie Institute of 
Technology. 


EMIL SPOER- 
RY, JR., has been 
named executive 
vice president of 
The Arco Com- 
pany of Cleveland, 
a subsidiary of 
American - Mariet- 
ta Company. An- 
nouncement was 
made by Kenneth 
E. Clarke, president 
of Arco and vice 
president of Amer- 
ican-Marietta. 

Mr. Spoerry has 
been _ secretary- 
treasurer and a di- 
rector of The Arco 
Company for sev- 
eral years, having 
joined the Company in 1935. Formerly he 
was secretary-treasurer and a director of 
The Arco Company of California, Ltd. 


Emil Spoerry, Jr. 


DR. WM. HIRSCHKIND, for many 
years research director of The Dow 
Chemical Company’s Western Division, 
has been appointed technical adviser to 
Dow President Leland I. Doan, the com- 
pany has announced. Concurrently, the 
company named ROBERT G. HEITZ to 
replace him as its Western Division re- 
search director. 

Born and educated in Germany, Dr. 
Hirschkind came to this country in 1912. 
He became associated with the Great 
Western Electro-Chemical Company in 
1916 and was made its research director 
in 1922. After Great Western’s merger 
with Dow in 1939, he continued in the 
same capacity until his present appoint- 
ment. He will continue to make his head- 
quarters at the company’s plant in Pitts- 
burg, California. 

Mr. Heitz has been associated with Dow 
since his graduation from California In- 
stitute ot Technology in 1936. Starting 
his career in Midland, he was transferred 
to Dow’s Western Division in 1939 and 
has been assistant to Dr. Hirschkind for 
the past several years. 
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CLEVELAND F. NIXON has been 
named to succeed WILLIAM M. PHIL- 
LIPS, Head of the Electrochemistry De- 
partment of the 
General Motors Re- 
search Division, 
who retired at the 
end of 1951. 

A graduate of the 
University of 
Pennsylvania, Mr. 
Phillips joined Gen- 
eral Motors in 1921. 
He is best known 
for his efforts to 
improve the stand- 
ards of commercial 
electroplating, and 
for developing cop- 
per and nickel plat- 
ing baths. He is a 
past president of 
the A.E.S., and has 
served for many 
years on A.S.T.M. 
committees. He has twice been the reci- 
pent of the A.E.S. Gold Medal and a spe- 
cial Navy Award for Meritorious Service. 

Mr. Nixon, a graduate of Wisconsin 
University, has been at General Motors’ 
Ternstedt Division since 1930 as director 
of Process Engineering. He is presently 
president of the A.E.S., and a Gold Medal 
winner. He is best known for his work 
in the field of quality control for plating 
in mass production, as well as process 
simplification. 


Cleveland F. Nixon 


ALBERT E. FORSTER has been elect- 
ed a vice president and member of the 
executive committee of Hercules Powder 
Company, the company has announced. 
PAUL MAYFIELD has been appointed 
general manager of the Naval Stores De- 
partment, succeeding Mr. Forster to that 
position. 

The election of Mr. Forster to a vice 
presidency fills a vacancy created by the 
retirement of PETRUS W. MEYERINGH 
because of ill health. 

Mr. Meyringh’s retirement ended an as- 
sociation with Hercules which began 
nearly 30 years ago in The Hague, Hol- 
land. In various executive capacities he 
has actively participated in many of the 
company’s progressive developments. 

Mr. Forster became associated with 
Hercules Powder Company in 1925. He 
was employed in the sales, technical serv- 
ice, and production phases of the Explo- 
sives Department, and held responsible 
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executive positions in several Hercules 
plants and sales offices. 

Mr. Maytield joined 
Company in 1925 as a chemist at the 
company’s experiment station. He was 
engaged for a time in sales and technical 
service work, developing markets for 
both cellulose and naval stores products 
made by Hercules. 


Hercules Powder 


Appointment of 
S. L. JOHNSON 
as manager of the 
New Methods De- 
velopment division 
of the “3M” coated 
abrasives” division 
was announced by 
Minnesota Mining 
and Manufacturing 
Co., St. Paul, Minn. 
He will direct the 
division in develop- 
ing new machinery 
and techniques for 
conditioning  car- 
bon and alloy 
steels, and in de- 
veloping improved 
methods for grind- 
ing and _ finishing 
other metals. 

Mr. Johnson joined 3M as a methods 
engineer in the coated abrasives division 
in 1943, and has served as supervisor, 
new methods division, since 1946. 


he 


S. L. Johnson 


Promotion of six key executives of 
Minnesota Mining & Manufacturing Com- 
pany has been announced, as follows: 

LOUIS F. WEYAND, a vice president 
and member of the board, was promoted 
to executive vice president. 

ROBERT W. YOUNG, president of 
Minnesota Mining & Manufacturing In- 
ternational Company, a wholly-owned 3M 
subsidiary handling foreign trade, was 
named to the chairmanship of that or- 
ganization’s board. 

CLARENCE B. SAMPAIR, vice presi- 
dent of 3M International, succeeded Mr. 
Young as president. Mr. Sampair also 
retained his post as a vice president of 
the parent company. 

Vice president JOHN A. BORDEN, 
general manager of the cellophane tape 
division, was named sales and marketing 
consultant for all 3M tapes. 

The board also elected GEORGE W. 
SWENSON and HUBERT J. TIERNEY 
vice presidents of the parent company. 


March, 1952 





NOPCO 
1067-A 


%& saves over 30°, 
sulfuric acid solution 
in pickling of iron, 
steel and nonferrous 


metal products 
% aids processing 


%& speeds production 

Add Nopco 1067-A to the pickling 
bath, and you reduce loss of sulfuric acid 
solution through carryover to the rinsing 
tank by 30% to 40%. 

Here’s a definite economy, of outstand- 
ing benefit today when current restrictions 
limit the use of sulfuric acid. 

But Nopco 1067-A not only effects high drainage, it also affords such important 
advantages as these: 

% faster, deeper, and more uniform penetration of oxide scale—resulting in elimina 
tion of pitting, lower metal losses, and smooth, clean surfaces after pickling 

%& reduced operating time and lower costs—since better drain-off means fewer 
rinsings for complete acid removal 

% reduced acid contamination in operations following pickling—with the result that 
tool and die life is increased 

% easier acid disposal—since acid is localized in first tanks 


In a word, addition of this unique surface tension depressant to your sulfuric 
acid pickling solutions not only means money in your pocket, but more satisfactory 
, products coming off your production line. 


LET US TELL YOU ALL ABOUT NOPCO 1067-A. MAIL THE ATTACHED COUPON TODAY. 


% assures improved output 
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CHEMICAL Centenion 


Please send me full information about Nopco 1067-A. 


COMPANY Name... 


Harrison, N. J. on ROE oe 


BRANCHES: Boston @ Chicago Address........... 
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KEEP SPRAY BOOTHS 
SAFER FROM FIRE! 


WITH NON-INFLAMMABLE 


BOOTHCOTE 4 


FOR DRY WALL BOOTHS 
AND THE NEW 


BOOTHCOTE 


FOR WATER WASH BOOTHS 


Makes frequent clean- 


Ing 
ready to use, safe to 


easy. Pre-mixed, 


store. Saves time, la- 
bor, no 
Spray or brush on 
clean booth. When de- 
operator 


flaking off. 


sired, peels 
off overspray in sheets. 
Advocated by insurance companies. 


Money-back trial offer: 5 gals. $6.25 


HYGRADE’S STERLING CREME 


protects hands and arms from paint, grease, ink, 
etc. penetrating skin. Soil washes off easily with- 
out harsh solvents or cleaners. 


40 Ib. pail $12. 


HYGRADE’S STERLING CLEANER 


(WATERLESS HAND CLEANER) 
dissolves grease, grime, fresh paint, tar, printers’ 
ink, shellac, mastic cement, etc. without water. 


40 Ib. pail $9.00. All prices f.0.b. Buffalo. 


HY GRADE 
FOOD PRODUCTS CORP. 


Industrial Div., 18 Stetson St., 
Buffalo 6, N. Y. 
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ROY C. SHEELER, assistant to the 
manager of trade sales of the Du Pont 
Company’s Finishes’ Division, retired 
January 31 after more than 29 years with 
the company and 43 years in the paint 
business. 
| Mr. Sheeler joined the Du Pont Com- 
pany in October 1922 to edit ‘‘Principles 
and Practices of Upkeep Painting,’ a 
publication devoted to maintenance paint- 
ing. This manual, which went through 
six editions, was adopted as a standard 
| book of reference and practice by thou- 
sands of industrial plants, institutions, 
and the like in all parts of the world. 

Mr. Sheeler later handled engineering 
and technical problems in connection 
with trade sales of the Finishes Division, 
and then became assistant sales man- 


| 


|ager of maintenance and upkeep sales. 


The AMERICAN HOT DIP GALVAN- 
IZERS ASSOCIATION, INC., will hold 
its 1952 Annual Meeting at the Drake 
| Hotel, Chicago, Illinois, on March 24 
and 25, 1952. 

It is expected that the majority of the 
sixty member companies will be repre- 
| sented at this important meeting accord- 
jing to Stuart J. Swensson, secretary- 
| treasurer of the Association. The im- 
| portance of the times with regard to the 
zinc situation and the variety of sub- 
jects to be discussed at the meeting are 
resulting in high membership interest. 

Two hot-dip galvanizing plants will be 
visited by the membership on March 25. 
The Joslyn Manufacturing & Supply 
Company and the Equipment Steel Prod- 
ucts Company have both invited the As- 
sociation to tour their plants. 


The AMERICAN ZINC INSTITUTE 
has announced that its 34th Annual 
Meeting will be held at the Hotel Statler, 
St. Louis, Missouri, on Monday and Tues- 
day, April 21 and 22. Present plans pro- 
vide for a full two-day program with a 
morning and afternoon session scheduled 
for both Monday and Tuesday. 
| Qualified speakers from Washington 
|and from the industry will report on the 

|general outlook for metals and the zinc 
supply and requirements picture. Mine 
development and production expansion 
at home and abroad will be thoroughly 
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Sally spent too much time pushing that mop around to risk having 
dirty paws track up her floor . . . and no plater can afford to risk 
clean metal in a bath of questionable purity. 


Red Label Darco S-51 adsorbs impurities that cause trouble in plating 
baths . . . takes them out before they can be deposited on the freshly 
cleaned surface of your work. It helps you save on scarce metals and 
do a better job with thinner deposits. 





With clean metal . . . Red Label Darco S-51 is specially treated for use in 


plating — the only carbon that meets the benzol- 
mercury test! It’s easy to handle . . . easy to wet... 
easy to make into a slurry. Place your order for Red 
Label Darco S-51 today. Nearly all suppliers carry 
Darco in stock, so don’t accept substitutes. 





keep the bath clean 


Send for reprints of “Filter out your plating rejects.” 








/_DARCO DEPARTMENT 
ATLAS POWDER COMPANY 


Darco General Sales Offices 


60 East 42nd Street, New York 17, N. Y. 





REG.U.S.PAT.OFF. 
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covered by a special panel of mining men. 
Plans are under way to add several spe- 
cial features to the program relating to 
topics of vital interest to all concerned. 

The annual dinner and smoker will be 
held on Monday evening, April 21. 


SOCIETIES 


Chicago, largest city in the Midwest, 
will be host to the A.E.S. 39th ANNUAL 
CONVENTION which will be held con- 
currently with the THIRD INDUSTRIAL 
FINISHING EXPOSITION June 16-20, 
1952. 

The largest hotel in the world, the Con- 
rad Hilton, will serve as Convention 
headquarters. Educational sessions will 
take place at the Stock Yard Inn and the 
International Amphitheatre will be the 
site of the Industrial Finishing Expo- 
sition. 

A nationally-Known speaker will open 
the program on Monday, June 16, at 9:00 
A.M. Educational sessions will follow, be- 
ing scheduled for 9;00 A.M. in the morn- 
ings and 2:00 P.M. in the afternoons. To 
date, only one afternoon session has been 
planned, it being a dual session on Mon- 
day afternoon. This is an experiment in 
which two speakers will give papers at 
two different locations. 

Among the speakers who will present 
papers this year are Dr. Harold Weisner, 
W. S. Morrison and L. Gilbert, Harold 
Faint, D. Patrick, and others well-known 
to the industry. 


Two symposiums, Materials of Con- 
struction and Instrumentation, and Aux- 
iliary Equipment, are scheduled. Panel 
members for these symposiums include 
Fred Brune, Chrysler Corporation; Dr. 
Russell Harr, Western Electric Company ; 
W. H. Prine, International Nickel Com- 
pany; Frank Savage, and Dr. A. K. Gra- 
ham. 

Hours for Exposition attendance have 
also been announced and are as follows: 
Mon., June 16—12 Noon to 10 P.M. 
Tues., June 17— 9 A.M. to 5 P.M. 
Wed., June 18—12 Noon to 10 P.M. 
Thurs., June 19— 9 A.M. to 5 P.M. 
ET. June 20—Exhibitors ‘‘get-away 

day.”’ 

A program of unusual interest with 
new features has been prepared for the 
ladies by Mrs. Marion Longfield, Ladies’ 
Chairman, and her committee. During 
the opening session, which the ladies are 
to attend with the men, one of their num- 
ber will be chosen as Queen and two 
ladies as the Queen’s attendants. The 
Queen will serve as First Lady of the 
Convention at all functions in which the 
ladies participate. She will be crowned 
and honored at the International Fellow- 
ship Club party in the Grand Ballroom of 
the Hilton Hotel. 


Today American industry faces a grow- 
ing problem in combating corrosion, it 
was stated by C. L. Chase of General 
Electrie’s Chemical Division, speaking at 
the January meeting of the LOS ANGE- 
LES PAINT PRODUCTION CLUB. The 


Some of the members of the Convention Committee at a recent meeting. From left to right, 

standing: J. H. Monaweck, H. J. Weisner, R. Wysong, H. Hansen, E. Olson, L. Giassner; seated: 

R. J. Hazucha, P. Glab, R. F. Ledford, C. Kelly, general chairman; Mrs. Longfield, C. F. Nixon, 
H. A. Gilbertson, J. M. Andrus. 
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LASTS LONGER 


PROTECTS BETTER 


COSTS LESS! 


HOUGHTO- 
BLACK 


for Metal Finishing 


Gives 
your 
products 
extra 
salability! 
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Growing scarcity and skyrocketing costs of plating ma- 
terials don't worry Houghto-Black users. 


This inexpensive one-bath treatment gives your parts a hand- 
some finish—lustrous, glossy or a dull jet black. Coating is 
tough, long-lived—yet so thin it doesn’t alter dimensions of 
close tolerance parts. 


Houghto-Black is applied to mass production without special 
equipment. Coats all metals uniformly—even steels of different 
analyses finished at different times! 


Ask your Houghton Man for further information and prices. 
He'll show you how easy it is to switch to Houghto-Black. Or 
write to E. F. Houghton & Co., Philadelphia 33, Pa., for latest 
bulletin describing simple installation. 


HOUGHTO-BLACK 


+. @ product of 


Ready to give you 
on-the-job service... 
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losses from corrosion, which reach multi- 
billion dollar proportions in so-called nor- 
mal times, present even a greater chal- 
lenge at the present in the execution of 
preventive efforts because of critical ma- 
terial shortages. 

The individual protective coatings for- 
mulator, as well as the protective coat- 
ings industry, are vital factors in helping 
American Industry solve this problem, 
Mr. Chase said. Using new approaches 
recently made available by chemical 
manufacturers, the coatings industry 
can be aided greatly in solving many of 
its tough coating problems. 


| IES, Ra ae 
meetings 


OF INTEREST 
TO FINISHERS 


Mar. 15. Annual Educational Session 
and Banquet, Dayton Branch, A.E.S., 
Biltmore Hotel, Dayton, Ohio. 


Mar. 24-25. 1952 Annual Meeting, Amer- 
ican Hot Dip Galvanizers Association, 
Inc., Drake Hotel, Chicago, Illinois. 


Apr. 3-5. Pacific Coast Production 
Clubs’ Symposium and Paint Industries’ 
Raw Material and Equipment Exhibit, 
Biltmore Hotel, Los Angeles, California. 


Apr. 19. 16th Annual Technical Session 
and Banquet, Boston Branch, A.E.S., 
Hotel Statler, Boston, Massachusetts. 


Apr. 19. 10th Annual Educational] Ses- 
sion and Banquet, Rockford Branch, 
A.E.S., Rockford, Illinois. 





\ will/ 
ww Q 


mL ANlY- 
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THE LANLY COMPANY + 770 PROSPECT AVE 
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WRITE FOR INFORMATION AND LITERATURE | 
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Apr. 21-22. 34th Annual Meeting, Amer- 
ican Zine Institute, Hotel Statler, St. 
Louis, Missouri. 


Apr. 26. A.E.S. Indianapolis Branch 
Educational Session and Dinner-Dance, 
Athletic Club, Indianapolis. 


Apr. 28-30. Spring Meeting, American 
Oil Chemists Society, Shamrock Hotel, 
Houston, Texas. 


Apr. 27-May 1. Sth Annual Meeting, 
The American Ceramic Society, William 
Penn Hotel, Pittsburgh, Pennsylvania. 


May 4-8. 50th Anniversary Meeting, The 
Electrochemical Society, Benjamin 
Franklin Hotel, Philadelphia, Pennsyl- 
vania. 


June 16-20. 3rd Industrial Finishing Ex- 
position and 39th Annual Convention, 
American Electroplaters’ Society, Inter- 
national Amphitheatre, Chicago, Illinois. 


June 23-27. 50th Anniversary, American 
Society for Testing Materials, Hotels 
Statler and New Yorker, New York, New 
York. 


Sept. 10-12. 14th Annual Shop Practice 
Forum, Porcelain Enamel Institute, Uni- 
versity of Illinois, Urbana, Illinois. 


Oct, 22-24. 2ist Annual Meeting, Porce- 
lain Enamel Institute, Greenbrier Hotel, 
White Sulphur Springs, West Virginia. 


oe Oe ORC 


Detrex Corporation has announced the 
death on January 22 of EDWIN F. 
LANKES, Eastern region supervisor. 


MORRIS E. LEEDS, founder and chair- 
man of the board of Leeds & Northrup 
Company, manufacturer of electrical in- 
struments, automatic controls and fur- 
naces, died Friday, February 8, at Lake 
Wales, Florida. 

Honored by many organizations, Mr. 
Leeds belonged to the American Institute 
of Electrical Engineers, American Asso- 
ciation for the Advancement of Science, 
American Society for Testing Materials, 
American Physical Society, American 
Society for Metals, Academy of Natural 
Sciences, American Philosophical Society, 
Franklin Institute, Metal Manufacturers’ 
Association of Philadelphia, and the As- 
sociation of Scientific Apparatus Makers 
of the United States. 
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The bus shelter, introduced by the Cleveland Transit System, is of highly 
modernistic design. The 8 by 24-foot shelter has a roof made of deep 
corrugated aluminum sheets bordered by an aluminum gutter. Walls are 





made of glass and steel panels which have been finished with porcelain 
enamel! in blue and ivory. An inverted ‘‘wishbone’’ of 2-inch aluminum 
tubing supports the roof at the open end. 


(Photo courtesy Ferro Corp., Cleveland 5, Ohio) 


The Dishmaster, a boon to the 
housewife, has chromium finish. 
The spout, which is made of 
brass, and the handles, which 
are made of a zinc alloy, 
are finished with a copper- 
nickel-chromium plating system. 
The cover is a zinc alloy die 
casting and is also finished with 
a copper plate, bright nickel 
plate, and a final chromium 
plate. All inside surfaces whici: 
are in contact with water are 
of copper. 











(Photo courtesy Gerity-Michigan 
Corp., Toledo 4, Ohio) 





This popular aluminum pitcher and 
tumbler set is anodized after being 
highly polished, thoroughly de- 
greased, dipped in a caustic wash, 
and rinsed in water. Following 
anodizing in sulfuric acid, the arti- 
cles are neutralized in water, sub- 
merged in a dye, rinsed in cold 


water, and sealed in a nickel acetate bath. Rinsing in hot water and buffing are 
the last two steps in the process that produces this highly attractive finish. 


(Photo courtesy West Bend Aluminum Co., West Bend, Wis.) 


This industrial microscope, designed for 
use in the laboratory, shop, or for pro- 
duction, has a built-in illumination, a 
measuring scale, and high quality optics. 
It is finished in black Du Lite, polished 
chrome, and deep maroon baked 
enamel. 


(Photo courtesy Clarkstan Corp., 
Los Angeles 34, Calif.) 














CONVEYORIZED WATER-WASH SPRAY BOOTHS Ji 
FOR PAINTING PARTS : 


Binks makes 


SPRAY BOOTHS 


for every 


— 
BOOTHS CUSTOM-DESIGNED 
TO YOUR SPECIFICATIONS tA ——— 
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FLOOR TYPE DRY BOOTHS 
OVER 140 MODELS 





GIANT BOOTHS 
| FOR AIRCRAFT ASSEMBLIES 
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BENCH TYPE DRY BOOTHS 
OVER 40 MODELS 
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A good spray booth—when properly 
designed and installed—helps you apply better 
finishes, speeds up your production, cuts down on 
rejects, guards against fire and explosion, keeps your 
plant cleaner, holds insurance costs to the minimum and 
contributes much to the health and morale of employees. 

With more than 510 standard Binks Spray Booths from 
which to choose (and with specially engineered booths for 
unusual applications) you can find exactly the right booth for 
your particular requirement. If you are not sure just what 
you need, a Binks Engineer will gladly survey your operation and 
help you select the right spray booth...one that efficiently 
removes all fumes and over spray without setting up air 
turbulence. And every booth in the Binks line meets the 
requirements of the Underwriters Laboratories, 
National Board of Underwriters, and those of fire, health, 
and State authorities. 

So remember, no matter what you're painting... whether 
it's golf balls or bombers...there’s a Binks 
booth that will do the job better. 


Q 


Send for Catalog-Data Book No. 955 


It’s a handy guide to Binks complete line of 
spray booths and other cost-cutting spray 
finishing equipment. And it’s FREE. 
Address: Binks Manufacturing Company, 
3118-40 Carroll Ave., Chicago 12, Ill. 





GUNS © SPRAY BOOTHS @ MATERIAL TANKS © EXTRACTORS & ACCESSORIES 


NADIAN CITIES ¢ SEE YOUR CLASSIFIED Bruce 
ae } e 3. E 
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SPECIAL BOOTHS 
FOR RAILROADS AND OTHERS 


ni. 














Plastic Spray Booth Material 

A vinyl-type paint spray booth coating 
material called Vincote has been placed 
on the market by Detrex Corp., Detroit 
32, Mich. Specially developed for use on 
the side walls of both water-wash and 
dry paint spray booths, the material pos- 
sesses rapid drying properties and when 
sprayed on a booth wall forms a tough 
plastic film with exceptionally high ten- 
sile strength. Vincote is impervious to 
paint, enamel, lacquer, and water, it is 
claimed. 
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EQUIPMENT 
© MATERIALS 
© PROCESSES 


The low adhesive properties of this ma- 
terial make booth maintenance a very 
simple and rapid operation. When the 
paint overspray has built up to a point 
Where removal is indicated, the coating 
and all oversprayed paint is merely peel- 
ed off in large, easily removed sheets. 
Vincote eliminates the use of such haz- 
ardous materials as grease and paper on 
spray booth walls. 

Vincote can be applied to booth walls 
with any standard spray equipment. A 
gallon of the material will cover from 
275 to 400 square feet depending upon 
the desired thickness. 


“Mighty Midget” Stirrer 3-6-9 
Laboratory Industries, Inc., 4710 W. 
North Ave., Chicago 39, Ill., has an- 
nounced its ‘‘Mighty Midget’’ Stirrer 
3-6-9, a multi-speed stirrer with three 
predetermined speeds best suited for gen- 
eral laboratory stirring, 300, 600, and 
900 r.p.m. The motor is series wound and 
pulls 65 watts. Horsepower is 1's. The 
unit has plenty of power at all speeds and 
carries the Underwriters Approval. 

A specially designed bracket permits 
the stirrer to be mounted in any posi- 
tion. In the normal position the center 
of gravity is below the support rod which 


Oversprayed paint is shown being peeled off 
wall of spray booth 
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prevents accidental turnovers and break- 
age of beakers. The stirrer can be mount- 
ed by sliding on a rod or it can be hooked 
on and removed without disturbing any 
setup. The special bracket permits the 
stirrer to be mounted at any center dis- 
tance required. 

The unit is equipped with a two-posi- 
tion mounting bracket, 8-foot rubber 
covered cord and plug, 8-inch aluminum 
support rod, and a chuck which is a spe- 
cial three-jaw self-adjusting type and 
holds stirring rods of 4-inch diameter. 


All-Purpose Industrial Rectifier 


Electronic Rectifier Co., Inc., Roches- 
ter 2, N. Y., has announced its Selenium 
Rectifier which operates from standard 
three-phase a.c. power lines and turns 
out 230 volts of direct current with suffi- 
cient capacity to run large d.c. motors 
up to 25 h.p., or energize electromagnets 
or other d.c. equipment. 

Main features of this rectifier claimed 
by the manufacturer are: no moving 
parts to wear or require attention; no 
noise; no tubes or other perishable parts; 
overload and surge capacity up to 600 
per cent of normal rating; very low 
standby power consumption; high oper- 
ating efficiency (approximately 80 per 


All-Purpose Industrial Rectifier 
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“Mighty Midget’’ Stirrer 3-6-9 


cent); instant operation, no time lag or 
warm-up period required. 

The unit is self-contained, complete 
in one pressed steel cabinet 26 x 40 x 65 
inches high. It requires no external con- 
trols or panelboards. Other models are 
available for loads from 3 to 50 h.p. 


Thermoswitches 


Two Theromswitch units, precision 
thermostats manufactured by Fenwal 
Incorporated, Ashland, Mass., are avail- 
able which enable a hot vapor degreaser 
to operate at highest efficiency while its 
heating elements are protected from de- 
structive overheating. 

Grease-coated or grimy materials, sus- 
pended in the degreasing tank, are effec- 
tively cleaned by the hot solvent vapors 
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VAPOR LEVEL 


Diagram showing 

Thermoswitches in 

use in a hot vapor 
degreaser 





THERMOSWITCH 








LIQUID 


SAFETY OVERHEAT 
THERMOSWITCH 


HEATERS 





HS VAC 
OR 
230 VAC 
insulating action of 
the accumulated 
sludge cause the 
temperature to rise 
to 235 deg. F., the 
thermostat cuts off 
the power to the 
heater circuit. 
After the tempera- 
ture drops to a safe 
level, the thermo- 
stat again func- 
tions and puts the 
heater into opera- 

tion. 








(trichlorethylene or _ perchlorethylene) 
generated by heating the reservoir of 
solvent at the bottom of the tank. The 
hot vapor, condensing on the surface of 
the material, washes off the grease or 
grime which then collects as sludge at 
the bottom of the tank. Two control prob- 
lems arise in the operation of this open- 
top degreaser: preventing the heavier- 
than-air vapor from overflowing the top 
of the tank, and protecting the heater 
from burning out because of the insulat- 
ing effects of the sludge accumulation. 

To control the vapor level, a sensitive 
device capable of quick response is re- 
quired. This response is provided, it is 
stated, by a normally-closed Thermo- 
switch inside the tank at the ‘‘danger’’ 
level. The thermostat, which has a sensi- 
tivity of less than +0.5 deg. F. and is 
set to function at 170 deg. F., ‘‘senses’”’ 
the hot vapor rising to its level and 
quickly opens the heater circuit. The 
heater remains off until the vapor re- 
cedes to a safe level, whereupon the 
thermostat, activated by the drop in tem- 
perature, again puts the heater into op- 
eration. 

The heater elements at the bottom of 
the tank are protected from overheating 
and possible destruction by the action of 
a second, normally-closed Thermoswitch. 
This unit is set at 235 deg. F. Should the 


DeVilbiss Fluid Connector 
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DeVilbiss Fluid Connector 
A quick twist and a paint spray gun 
can be switched from one color to an- 
other, without fuss or tools, using spray 
gun equipment which has been developed 

by the DeVilbiss Co., Toledo 1, Ohio. 
Made of lightweight, durable alumi- 
num, the fluid hose connector is self- 
sealing by virtue of a spring-type, ball 
valve set against a synthetic rubber seal. 
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This book, in your hands, may — 
well solve all your problems of 
BLACK OXIDE finishes for metal.” 


Here is data on tanks, tempera- 
tures, cleaners—and the facts about 
BLACK MAGIC Type A BLACKEN- 
ING SALTS. 


This new BLACK OXIDE finish 
easily blackens heat-treated 
pieces, uses less salt, operates af 
a lower temperature, requires no 
rectification by cyanide additions, 
requires only one tank, one salt. 


BLACK MAGiC MEETS GOV'T 
SPECS 57-0-2C Type 3, 51-70-14. 
Finish 22.04, AMS 2485 and all” 
other black oxide specs. : 


WRITE TODAY for your copy of the 


‘ 


ad me the mans BOOK on Protective Finishes. 


Position 


«State. 


THE MITCHELL-BRADFORD CHEMICAL CO. 


Bradvord) tu: 


Sales and Technical Service also available at our Chicago office: 
7001 North Clark. Representatives in all leading cities. 


QUALITY PRODUCTS OF CHEMICAL RESEARCH é) 


STRATFORD, CONNECTICUT 
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When the connector is locked in place, 
the valve is opened for use. The special 
rubber seal is imprevious to paint or 
other materials used in spraying. 

Designed for use with 34-inch fluid hose, 
the fluid connector is identified as De- 
Vilbiss Type HC-4575. According to the 
company, the device completely elimi- 
nates the need for time-consuming, tool- 
using, gun-cleaning halts in production 
of painted surfaces. The ball valve is 
leak-proof and a bayonet principle used 
in locking the connection provides a sure 
and permanent connection. 


Abrasive-Belt Grinder for Large 


Area Surfacing 


An all-purpose belt grinder which is 
adaptable to a wide range of grinding 
operations has been placed on the market 
by the Porter-Cable Machine Co., Dept. 
PR-3, Syracuse, N. Y. Equipped with 
a standard 6-inch belt which runs over a 
1214-inch platen, the grinder handles jobs 
which previously had been run on wider 
belts in production lines, job shops, and 
maintenance and repair departments. 


S 
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The grinder, designated Model 506, is 
used primarily for free-hand applications 
on work which requires flat surfaces, 
deburring, squaring, chamfering, round- 
ing, and polishing. 

Rugged and compact, this machine can 
be changed over from vertical to hori- 
zontal operation in only one minute by 
simply loosening two hex nuts. For small- 
er pieces, particularly for those having 
more length than thickness, the machine 
is usually set and squared in its vertical 
position. The work is supported by a work 
rest and squared with the platen. 

This unit, with a built-in coolant sys- 
tem, may also be used for grinding ma- 
terials requiring a wet abrasive belt. The 
24-gallon tank has a large chip basket 
to facilitate clean-out. The pump forcibly 
sprays coolant on the belt within the 
machine to flush grindings from the belt. 
The coolant then runs downward through 
a large flexible dust tube and is filtered 
twice before re-entering the pump. 

Standard equipment for the dry model 
includes the adjustable motor platform; 
removable, reversible cast iron platen; 
work rest; chip basket. The wet model 
includes all the dry model equipment plus 
a coolant system with belt-driven pump, 
splash guard, and coolant filter. 

The drive unit for the machine is 3 
h.p., 220/440 volts, 60 cycle, 3 phase, 1750 
r.p.m., totally-enclosed motor. 


Totrust Instant Dry Metal Coat 

A combination rust inhibitive primer 
and finish coating for all metal painting, 
including galvanized, aluminum, iron or 


steel, rusted or clean, painted or un- 
painted, new or old, or for exterior or 
interior surfaces, has been marketed by 
The Wilbur & Williams Co., 130 Lincoln 
St., Brighton 35, Mass. The one-coat 
primer and finish is said to possess the 
quick-drying and weather-resistant fea- 
tures usually associated only with baked 
coatings. 

Totrust Instant Dry Metal Coat pro- 
vides excellent adhesion, it is claimed, 
and normally dries in 10 to 15 minutes. 
Manufactured in a variety of colors, the 
company is offering to supply a half-pint 
sample free of charge to any industrial 
user requesting it on his business letter. 


Porter-Cable Model 506 Abrasive Belt-Grinder 
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Apple Polishing ts a 





HAND OPERATION 





BUT METAL polishing is not — at least it shouldn't be, not when Packer-Matic machines 
can buff, grind, or deburr far faster and more efficiently than slow, costly hand finishing. 
Packer-Matics increase uniformity, save floor space, and cut labor cost — one unskilled 
operator replaces many skilled finishers. If you consider your volume too low or your 
products too varied for completely automatic equipment, let us run a test on your product 
in our plant, without obligation. 


Your factory-trained Packer representative can give you complete information about 
continuous, indexing, or straight-line Packer-Matics . . . about the many unique features 
of Packer machines, designed to meet specific require- 

ments, built to keep meeting them through years of 

continuous service. 


Your Packer-Matic is thoroughly tested before it leaves 
our plant, and fully guaranteed for one year. Investi- 
gate Packer-Matic finishing today: write to the Packer 
Machine Company, Meriden, Connecticut. 


PACKER-MATIC 


AUTOMATIC MACHINES FOR BUFFING @ POLISHING @ DEBURRING @ GRINDING 


THE PACKER MACHINE COMPANY @ MERIDEN, CONN. 
be No. 14-9 Rotary Indexing, equipped 


with work spindle oscillating units. 
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Ps oa For more complete information on products and processes => 
use READER SERVICE CARDS inside covers. 


Roto Finish Stationary Fixture 
Machine 


An addition to the line of mechanical 
finishing machines manufactured by the 
Roto - Finish Company of Kalamazoo, 
Michigan, is the DW 30-36-1SF, especial- 
ly designed to effectively finish disc-type 
circular parts. The machine, of the sta- 
tionary fixture type, uses the directional 
flow of the finishing media to uniformly 
and efficiently produce desirable results. 

Model DW 30-36-1SF has a single 301, 
x 354-inch I.D. rubber-lined compart- 
ment with an 18-cubic foot capacity. 
Large door opening facilitates handling 
of the large parts for which the machine 
was designed. Patented quick action cam 
locks, used for closing the compartment 
door, have spring-loaded pressure re- 
leases, which prevent excessive pressure 
build-up in the processing compartment. 

The model features push-button opera- 
tion with all controls located on one com- 
pact panel. Once the machine is started, 
an automatic timer is available for con- 
trolling the operation from 0 to 20 hours 
without attention by an operator. A vari- 
able speed power unit with a convenient- 
ly located remote control handle enables 
the operator to vary the speed of the cyl- 
inder from 10 to 30 r.p.m 

The lower part of the housing is fully- 
enclosed to prevent chips and water from 
lodging behind framework, making the 
machine easier to clean and maintain. 
A special Roto-Finish hoist pan is utilised 
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for loading and unloading operation and 
is included as standard equipment. 


Metal Cleaner 

Developed especially for use in pressure 
washers, Kelite Formula 973, product of 
Kelite Products, Inc., 3401 W. Touhy 
Ave., Chicago 45, Ill., is a heavy duty, 
non-foaming cleaner of brass, iron, steel, 
bronze, magnesium, and all other metals 
except aluminum and aluminum alloys. 

The cleaner is claimed to possess excep- 
tional penetration and oil emulsifying 
abilities. Its repression powers keep hard 
water scale from forming and will even- 
tually remove old deposits already form- 
ed. Excellent rinsing properties are said 
to be built into the cleaner. 

The efficiency of a pressure washer de- 
pends not only upon the compound but 
also upon the contact angle of spray 
jets, the volume, and temperature of the 
cleaning solution on the work. Kelite 
service engineers are equipped to check 
these points when the Kelite process is 
installed. 


Processing Conveyor 


Shuler Conveyors, Inc., 43 Hutcheson 
Pl., Lynbrook, N. Y., has developed a 
Work Processing Transfer for use with 
overhead conveyors. It consists of drop 

sections, placed above process- 
ing tanks, onto which the parts 
are transferred from the con- 
veyor without the use of intri- 
cate mechanisms. The conveyor 
comes to a stop, the work is 
dropped into the tanks for the 
desired period of time, and is 
then brought back to conveyor 
level. The conveyor starts auto- 
matically, the work is transfer- 
red back onto the conveyor, and 
moves on, until the operation is 
repeated. 


Roto-Finish Model DW 30-36-1SF 
Stationary Fixture Machine 
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Clean and Phosphate 
in ONE OPERATION! 





PHOSCOTE, the new type product of Pelron Corpo- 


ration, does the job quicker, better, at less cost. Prevents 
under-film rust and corrosion — adds life to finished 
product. 


Increases paint-adherence through fine, evenly dispersed 
phosphate coating. 


eNon-Toxic 
eNon-Corrosive 
e Easy To Use 


Does not sludge out in operating tank. Economical to 
use on steel and aluminum due to low concentration. 


Write for Technical Bulletin 


PELRON CORPORATION 


FORMERLY CHEMCO PRODUCTS CO., INC. 


7740 W. 47TH STREET, LYONS, ILLINOIS 


Manufacturers of Phosphating Chemicals That Conform to Gov't. Specifications 
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Large Capacity Dust Collector 


A large capacity industrial dust col- 
lector which requires only 8 square feet 
of floor space yet is capable of collecting 
the dust from as 
many as ten grind- 
ing wheels in sim- 
ultaneous opera- 
tion has been mar- 
keted by the Aget- 
Detroit Co., 207 
Main St., Ann Ar- 
bor, Mich. The col- 
lector, designated 
as the Dustkop 
Model 3050, has a 
rated capacity of 
3,630 cubic feet of 
air per minute ata 
static suction of 6 
inches measured on 
an 8-inch inlet pipe. 

The dirt - laden 
air is drawn into 
the collector by 
means of a self- 
clearing paddle 
wheel fan driven 
by a 5 h.p. motor. 
The first stage 
cleaner is a cyclone 
separator of pre- 
determined operating efficiency; a sec- 
ond-stage cleaning is effected by a heavi- 
ly compressed fiberglass filter which 
cleans the air and permits its return to 
the working space for a consequent sav- 
ing of heat. 

Installation requires only the locating 
of the unit and connecting to electrical 
power and the piping system. Being en- 
tirely self-contained, the unit is portable 
and can be moved as subsequent changes 
in production setup are made. Floor size 
of the unit is 29 x 50 inches, with the 
overall height being 132 inches. The unit 
is available for use on 220 or 440-volt 
3-phrase 60-cycle power. 





Dustkop Model 3050 
Dust Collector 


Primer for Hard-to-Finish 


Materials 

The United~ Lacquer Manufacturing 
Corp., 1001 W. Elizabeth Ave., Linden, 
N. J., has developed a fast-drying black 
universal primer which clings even to 
polished chrome, stainless steel, zinc, or 
glass, establishing a base which anchors 
a protective coating. Without this coat- 
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ing, it is stated that military instruments, 
devices, and weapons tarnish and other- 
wise are rendered useless by atmospheric 
conditions. 

The vinyl plastic-base primer, VB 282, 
adheres well to brass, polished chrome, 
stainless steel, glass, aluminum, zine 
plating, and molded phenolics. Accord- 
ing to the manufacturer, its extreme 
flexibility allows parts to be formed, ex- 
truded, or blanked after they are finished. 

Applicable by dipping or spraying, VB 
282 dries in 15 minutes, thereby eliminat- 
ing need for baking the primer coat and 
making possible more productive use of 
a factory’s finishing facilities. 

The primer’s excellent resistance to salt 
spray, humidity, abrasion, and solvents 
is claimed to permit it to better maintain 
its initial strength when subjected to any 
of these conditions. 


Norton BFR Grinding Wheel 


Norton Co., Worcester 6, Mass., has 
announced a reinforced, flexible, hub- 
type grinding wheel known as the Nor- 
ton BFR Wheel. With the BFR, an op- 
erator can rough grind, finish grind, and 
notch, all with the same wheel. 
Designated for use on “right angle’’ 
‘“‘sander’’ type portable grinders, the 
wheel is made of carded web material 
impregnated with abrasive grain. Ac- 
cording to the manufacturer, it is light, 
possesses unusual strength due to pat- 
ented construction, is sufficiently flexible 
to permit blending of contours, and does 
a good polishing job. Generally, the wheel 


or 


Norton BFR Grinding Wheel mounted on a 
portable grinder 
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Today / 


Learn How Keve-fFucth Can Solve 
your Finishing Problems at Lower Costs 


Here’s a new, fully illustrated catalog that shows you how you 
can improve the surface of your products at lowest costs with 
Roto-Finish, an original precision tumbling process. Learn how 
you can save money and manpower with Roto-Finish’s wide 
choice of machines, equipment and materials that combine with 





” 





Roto-Finish’s Engineering Service and “know-how” to give you 
a practical solution to your finishing problems. Prove it to your- 
self. Write for your free copy today. 


K70-Fined yc OMPANY 


associated with The Sturgis Products Co. P.O. Box 988 — 
3704 MILHAM ROAD, KALAMAZOO, MICH. Phone 3-5578 





FOREIGN REPRESENTATIVES: CANADA — Windsor — Roto-Finish Canada Limited ° 
ENGLAND — London — Roto-Finish Limited — 39 Park Street — Mayfair * AUSTRALIA 
— Melbourne — A. Flavell Pty, Ltd. * HOLLAND — Delft —N. V. Roto-Finish Maatschappij 
— Rotterdamse — WEG 370A * AUSTRIA, GERMANY, SWITZERLAND — Frankfurt a.M. 
— Metallgesellschaft A.G., Germany * ITALY — Milan — Societa Roto-Finish a R.L. — 
Sesto S. Giovanni — Viale E. Marelli 31 * FRANCE — Paris — Sociote Roto-Finish, 70 
rue de la Republique-Puteaux (Seine) * BRAZIL — Rio de Janeiro — Commercial E. 
Industrial de Formos Werco, Ltds. 











ORIGINATORS OF THE ROTO-FINISH PROCESS 
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is used to smooth down welds, blend sur- 
faces on contours, and notch risers in all 
kinds of castings. 

Unusual strength is achieved by a 
safety web built into the back of the 
wheel. Should breakage occur, the web 
is designed to hold pieces together until 
the machine can be stopped. 


Bright Silver Plating Process 


Hanson - Van Winkle - Munning Co., 
Matawan, N. J., has announced a com- 
mercial silver plating process which now 
makes it possible to obtain bright silver 
plate without buffing or scratch brushing. 
Called Silver-Lume, the process elimi- 
nates the usual buffing and brushing; 
produces a noticeably more tarnish-re- 
sistant surface; has a wide bright range; 
requires no special equipment; produces 
an excellent deposit - distribution and 
uniform color; and is easily controlled. 

Conventional plating equipment as used 
for ordinary cyanide silver baths is sat- 
isfactory, it is stated. A new bath is pre- 
pared from silver cyanide, potassium 
cyanide, and potassium carbonate with 
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Illustration shows spoon on right which was 

plated by the Silver-Lume bright silver plating 

process and conventional silver plated spovw.. 

on left. Both spoons appear exactly as taken 
from plating tanks: 


small amounts of Silver-Lume Brighten- 
ers A and B. The potassium salt solution 
is preferred over one prepared from so- 
dium salts as the latter has a much nar- 
rower bright range. Existing solutions 
can, in most cases, be converted to the 
Silver-Lume Process. Sometimes, how- 
ever, such baths require special treat- 
ment, for example, with activated carbon 
to remove undesirable impurities. Old 
baths high in sodium salts, especially 
sodium carbonate, may require increased 
concentrations of both A and B Silver- 
Lume brighteners with subsequent elec- 
trolysis for several days in order to obtain 
a wide uniform brightness range. 

According to Hanson- Van Winkle - 
Munning, the Silver-Lume Process may 
be operated over a wide range of current 
densities and gives fully bright deposits 
at current densities higher than those 
used in most silver plating operations. 
The permissable current density depends 
principally on the metal content, the 
temperature, and degree of agitation. 
High metal content, high temperature, 
and vigorous agitation permit the maxi- 
mum current to be used. The tempera- 
ture may vary in the bath from 70-120 
deg. F’.. Under favorable conditions cur- 
rent densities of up to 55 asf. can be em- 
ployed. 


Deburring Compound 


A deburring and barrel finishing com- 
pound has been marketed by the Blue 
Magic Chemical Specialties Co., 2135 Mar- 
garet St., Philadelphia 24, Pa. Designated 
as No. S-12 Compound, it is claimed to 
reduce deburring time by as much as 75 
to 90 per cent, and also to produce ab- 
solutely uniform radii on parts such as 
bearing races and retainers. 

Another advantage claimed for No. S-12 
Compound is that it is a good temporary 
rust inhibitor. A load of parts, deliber- 
ately dumped at the end of a deburring 
cycle, without rinsing or drying, and left 
exposed for three hours, showed no indi- 
cations of rust formation. 

The compound is highly concentrated, 
non-dusting, white in color, and of granu- 
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Py r Pp ose oman aie 


400 CFM to 


18,000 CFM. 
Portable, self-contained units for Class 
I industrial and ventilating applica- 
tions. Recommended for their ease of 
installation, low maintenance and 
space saving features. Made in three 
types and eight basic sizes. Both direct 
connected and belt driven models. 
Laboratory tested, accurately rated 
and fully guaranteed in strict accord- 
ance with Standard Codes. 




















Write for Bulletin 
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Steel washer before and after being deburred 
and barrel finished with No. S-12 Compound 


lar composition. The manufacturer is of- 
fering its laboratory facilities and also 
free samples of S-12 Compound for steel 
deburring and finishing test runs. 


Dantoin 

Dichlordimethylhydantion is now being 
produced on a tonnage basis by the Glyco 
Products Co., Inc., at Natrium, W. Va. 
It is being sold under the trade mark, 
Dantoin. 

Dantoin is a fine white powder with an 
available chlorine content of 66 per cent 
(minimum). It has a mild hypochlorous 
odor; melting point of 130 deg. C. and 
sublimes at 100 deg. C. It is only slightly 
soluble in water but is soluble in many 
organic solvents. 


Improved Dy Chek Formula 


Completion of an improved and non- 
toxic Dy/Chek Formula has been an- 
nounced by Turco Products, Inc., Ter- 
minal Annex 2649, Los Angeles 54, Cali- 
fornia. 

The Dy/Chek method of inspection is 
basically a ‘‘hide and seek’’ process. F'ol- 
lowing precleaning, a red dye is applied 
to the surface being inspected. After be- 
ing allowed to dwell sufficiently long for 
it to ‘‘hide’’ in any flaw or defect—no 








matter how small—that extends to the 
surface, the dye is removed from the sur- 
face of the part being inspected. A white 
developer is then applied to the surface, 
which ‘‘seeks’’ out the dye hidden in the 
flaw. As the developer dries, it pulls the 
hidden dye to the surface. The red dye 
thus bleeds into the white developer, 
marking with photographic clarity any 
defects, as well as their extent, that may 
be present. 

Applicable by spraying, dipping, or 
brushing to both ferrous and non-ferrous 
metals, Dy/Chek can be used not only 
in mass production inspection of parts 
under factory conditions but also by a 
single mechanic or inspector in examin- 
ing parts in the field. 


Industrial Laundry Detergent 


Pensal W, a ‘‘one-shot’’ detergent, spe- 
cially designed for industrial laundry on 
heavily soiled overalls and wipers, has 
been developed by the Pennsylvania Salt 
Manufacturing Co., 1000 Widener Bldg., 
Philadelphia 7, Pa. This heavy duty de- 
tergent, designated the work horse of 
the Pensal line, is composed of a com- 
bination of chemicals which completely 
removes the heavy grease and ground-in 
dirt soils encountered in these industrial 
classifications, 

Containing ingredients that permit 
quick and thorough penetration into the 
cloth, the product is claimed to ensure 
improved cleaning efficiency in conjunc- 
tion with shorter washing formula. 


Squeez-O-Matic Burette Unit 


A burette unit featuring a plastic (poly- 
ethylene) reservoir which requires only 
a squeeze to fill an automatic self-level- 
ing burette has been announced by Hagan 
Corp., 323 Fourth Ave., Pittsburgh, Pa. 
The ‘‘Squeez-O-Matic”’ is said to be easy 
and simple to use, a time-saver, and re- 
quires only one hand. 

Use of a plastic reservoir, a specially- 
machined polyethylene bottle, not only 





Send NOW for this FIT-ALL ~~ 


DRUM PLUG WRENCH 


Instantly loosens, tightens 95% 
all plugs er bungs in steel drums. 














ing handle. Wgt. only 2 Ibs. 
Order 1 or more today! 








It’s MORSE 
~! SE 





Has 16‘' extra-strong steel tub- Santos panama 











THOUSANDS IN USE saving 
time, labor, accidents! 


SATISFACTION 

GUARANTEED... $3.00 

Non-sparking type ... .$4.60 
Plus Parcel Post 


MORSE MFG. CO., Inc. 
125 Dickerson, Syracuse 2, N. Y. 
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Both steel boxes were top-coated with the same high-grade 
enamel; both had been cleaned thoroughly before finishing 
. but one had been primed with STANTITE. Then both 
were subjected to a salt spray under laboratory test condi- 
tions: after 93 hours the first box showed 75% rust failure— 
but the STANTITE-primed box showed no film failure after 
500 hours! 
Besides preventing corrosion and rust creep STANTITE 
Spraying Primer and STANTITE Clear Primer (for dipping) 
provide excellent adhesion to all types of surfaces . . . may 
be used with most types of top coats. Created for application 
under air-dried or baked finishes, STANTITE dries rapidly, 
is unimpaired by any baking schedules. 
Find out now what STANTITE can do for your product 
. . for complete information write today to the Stanley | 
Chemical Company, 21 Berlin St., East Berlin, Conn. 





’ STANLEY CHEMICAL 


LACQUERS SYNTHETICS JAPANS ENAMELS 
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makes operation of the burette unit easier 
and simpler but also provides a container 
which is highly resistant to chemical at- 
tack and will not contaminate standard 
titrating solutions, it is claimed. Another 
feature of the Squeeze-O-Matic Burette 
Unit, available in 25 and 10 ml. sizes, is 
the special base which holds the plastic 
bottle and also provides a convenient 
and stable platform for beaker, flask, or 
dish. The base, also made of special plas- 
tic material, is extremely resistant to 
either mechanical damage or chemical 
attack. 

A molded stopper arrangement for the 
plastic bottle is designed to hold the 
burette rigidly in position and provide a 
firm seal between bottle top and burette. 


LITERATURE 


PRODUCT 








The publications lisied in this section may 
be obtained free upon written request on 
company letterhead to the manufacturers 
concerned. Your courtesy in mentioning 
PRODUCTS FINISHING when requesting 
copies of these publications will be sin- 
cerely appreciated by the manufacturer 
and the publisher of this magazine. 











Hoff Crafter Products. Hoffman Co., 
41-43 N. Penn St., York, Pa., has cata- 
logs and data sheets available on its line 
of metal baskets, dippers, strainers, and 
containers. The baskets, made in various 
mesh sizes, are made from steel, stain- 
less steel, or Monel and are available in 
standard sizes or tailor-made for specific 
applications. 


Water Conditioning. A 20-page bulletin 
covering the various methods of condi- 
tioning water and the purposes served 
by each may be obtained from the Elgin 
Softener Corp., Elgin, Ill. Featured is 
an improved water softener of ‘‘double- 


check”’ design which gives up to 44 per 


cent greater capacity and guards against 
loss of zeolite. Bulletin 611 tells how to 


make any water softener deliver from 
three to ten times more soft water. Chem- 
ical feed, zeolite—post treatment, zeolite 

alkalinity neutralization, and _ split- 
stream dealkalization systems for boiler, 
process, and general water conditioning 
purposes are covered. Sections of the bul- 
letin are devoted to latest type filters, 
purifiers, degasitors, zeolites, ion ex- 
change resins, and water treatments for 
all purposes. 


“Why Heat Processing’ is the title of 
a four-page illustrated bulletin issued by 
the Selas Corporation of America, Phila- 
delphia 34, Pa. Bulletin S-7.2 emphasizes 
the increasing need for precision in heat 
processing. Principles of heat application 
to a wide variety of solid and fluid prod- 
ucts are illustrated and described. 


Pickling Chemicals for Steel. A folder 
describing an acid addition agent, Com- 
pound 42, Inhibitor 8, and Compound NR- 
37 may be obtained from Enthone, Inc., 
442 Elm St., New Haven, Conn. These 
products have, respectively, been design- 
ed to stop fuming of acids, remove oil and 
rust at room temperature, stop attack on 
the base metal, and prevent rusting dur- 
ing drving. 


“Facts About Zine’”’ is the title of an 
eight-page booklet available from the 
New Jersey Zinc Co., 160 Front St., New 
York 38, N. Y. The booklet has been 
edited to answer some of the questions 
uppermost in the minds of those con- 
cerned with zinc and its uses. Availability 
of zinc for this year and in the near fu- 
ture is among the points discussed in 
this booklet. 


Metallizing. A four-page illustrated 
bulletin can be obtained from Metalweld 
Inc., 26th and Hunting Park Ave., Phila- 
delphia 29, Pa., which describes proc- 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 


FRESH SUPPLY AVAILABLE 
Write for Sample 


4316 Paul St., Phila., Pa. 
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esses and uses; application, and how 
metallizing can be used for making me- 
chanical repairs or protecting surfaces 
against corrosion contamination. Other 
industrial maintenance services are brief- 
ly outlined. 

Fluorescence as a Means of Control in 
a Modern Enameling Plant. The January 
issue of the ‘‘Enamelist Bulletin,’’ pub- 
lished by the Enamelist Publishing Co., 
c/o Ferro Corp., 4150 E. 56th St., Cleve- 
land 5, Ohio, is devoted to a new instru- 
ment for control in porcelain enamel 
plants. Known as 
the Fluoretor, the _ 
instrument works 
on the principle of 
fluorescence caused 
by ultraviolet light. 
Several uses of the} 
Fluoretor are de- 
scribed in detail. A 
table of fluorescent | 
ceramic materials 
with their colors 
and wave lengths 
and a list of fluor- 
escent indicators | 
with their pH range 
are also included. 


“The Nefluoro- 
Photometer,’’ a 16- 
page booklet pub- | 
lished by the Fisher | 
Scientific Co., 717 
Forbes St., Pitts- | 
burburgh 19, Pa., | 
explains the theory | 
behind three im-| 
portant methods of 
analysis: colorime- 
try, fluorometry 
and nephelometry; 
and the operation 
of a precision in- 
strument combin- 
ing all three of 
these techniques in 
one simple elec- 
tronic - optical sys- 
tem. The three-in- 
one instrument, the 
Neufluoro - Photo- 
meter, gives rapid 
(60-second)  read- 
ings for a great} 
variety of organic, 
inorganic, and syn- 
thetic materials, 
from acetone to 


zine. 517 WEST 30th STREET + 
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Ring binders short 
cut many costly steps with 
Enamelstrip, the continuous-feed 
metal coil that’s perfectly finished 
BEFORE fabricating. 
the stresses of drawing, bending and forming without cracking 
or peeling are the unique result of Enamelstrip’s exclusive 
process. Whatever your metal forming needs, you, too, can 
by-pass costly, time-consuming finishing operations. Enamel- 
strip is coated and slit to specification in any metal, any finish. 





Clearwash 370, an alkaline white gran- 
ular mixture which is used in water cur- 
tain spray booths, and will float over 90 
per cent of the oversprayed paint, as well 
as eliminate foam in the spray booth, is 
the subject of Technical Bulletin No. 129, 
issued by Pilron Corp., 7740 W. 47th St., 
Lyons, Ill. 


Dust Collectors. The complete line of 
Torit Dust Collectors is described in de- 
tail in a 24-page catalog issued by the 
Torit Manufacturing Co., Walnut and 


= ENAMELOTALP 


STEEL - ALUMINUM - BRASS 
PRE-FINISHED COLOR COIL 


binds the 


binders for... 


WILSON Ses JONES 


and rings up important 


savings 








Flexible color coatings which withstand 


Write today for detailed color bulletin 


THE COATED COIL CORPORATION 


LOngacre 5-316] 
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Exchange Sts., St. Paul 2, Minn. In- 
cluded are both cabinet and cyclone-type 
dust collectors, in sizes ranging from !; 
to 5 h.p. Also shown are a complete line 
of fittings and accessories, and a series 
of blueprint sketches giving the overall 
dimensions of each unit. The adaptabil- 
ity of Torit Dust Collectors to meet spe- 
cific problems and production setups is 
shown by numerous illustrations. 


Hanson - Van Winkle - Munning Co., 
Matawan, N. J., is offering a six-page 
pocket-size reprint of an article entitled 
‘Modern Hot-Dip Galvanizing’? by Ray- 
mond F. Ledford, electroplating engineer. 
The article tells how to get better coat- 
ings and at the same time reduce zinc 
waste. 

Attributing the principal causes of zinc 
waste to dross formation, zinc oxide, and 
flux skimming, the article gives methods 
of reducing each waste classification. 








New Catalog Now Ready! 
Write Dept. P on your letterhead. 













DIXON & RIPPEL, INC. KINGSTON, N. Y. 


ESTABLISHED 1856 
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Y= For more complete information on products and processes => 
use READER SERVICE CARDS inside covers. 


The reprint provides galvanizing-cycle 
information, including acid concentra- 
tions, temperatures, and immersion times, 
and points out that the correctness of 
these factors are all important in obtain- 
ing the maximum coating from a given 
amount of zine. Of particular interest in 
discussing temperatures is a graph indi- 
cating the amount of kettle-iron which 
will dissolve and form dross at tempera- 
tures ranging from 800 to 1500 F. De- 
tailed information is also included on the 
zinc ammonium chloride type of flux into 
which work is immersed following the 
rinsing operation. In discussing this crit- 
ical stage of the galvanizing process, the 
importance of the step in relation to the 
whole process is given and four tables are 
included indicating solution surface ten- 
sion, stability when heated, relation of 
pH to purification, and iron-zinc ammo- 
nium chloride-iron cell effect. 


Metal Conveyor Belts. Ashworth Bros., 
Inc., 306 Shrewsbury St., Worcester 4, 
Mass., has announced the availability of 
its Catalog 51. This large, 44-page, two- 
color catalog depicts and describes the 
various types of woven wire belts and 
their many applications in various indus- 
tries. Tables list specifications of the de- 
signs. Several pages are devoted to strict 
engineering details and list formulas for 
calculating chain pull, horsepower re- 
quirements, design factors, and methods 
of belt drive and belt take-up. Special 
attention is called to edge treatment and 
types of chains for positive drives. 


Over 200 definitions of terms common- 
ly used in industrial products finishing 
are contained in a 16-page booklet, ‘‘Glos- 
sary of Industrial Coating Terms,” pro- 
duced by the General Industrial Division 
of The Sherwin - Williams Company. 
Copies may be obtained by writing on 
company letterhead to The Sherwin-Wil- 
liams Co., General Industrial Division, 
101 Prospect Ave., N. W., Cleveland 1, 
Ohio, or from any industrial zone office 
in Cleveland, Ohio; Grand Rapids, Mich. ; 
Philadelphia, Pa.; Newark, N. J.; Chi- 
cago, Ill.; Atlanta, Ga.; Dallas, Texas; 
or Oakland, California. 
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Fact : With over 40 million cars 


. more than a mile of 
| road for every square mile of area... 
and over 250,000 gasoline stations 
along those roads . . . the people of 
the U.S. have achieved freedom of 
personal mobility beyond anything 
even imagined anywhere elise. 
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Aa nia Who worked out the plan under 
RR cpt which this was achieved? 
























Answer: No one did and 


no one could. It 
is the product of a process, not a plan. 
It came about through the American 
process of open, strenuous competi- 
tion in the automotive and petro- 
leum industries. It’s the kind of ac- 
complishment which only such com- 
petition can produce . . . and let’s 
not forget it! 
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This report on PROGRESS-FOR-PEOPLE is published by this 
magazine in cooperation with National Business Publications, 
Inc., as a public service. This material, including illustration, 
may be used, with or without credit, in plant city advertisements, 
employee publications, house organs, speeches or in any other manner. 









The competitive system delivers the most to the greatest number of people 
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STRIPPING DEPT. 
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‘Look, | like my job here, but that nickname of “Stripper 
Annie” they've pinned on me is out!!”’ 
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Opportuutty Section 











INDUSTRIAL EQUIPMENT SALES 
ENGINEER 


Experience in this line mandatory. 
CiIRCO Industrial Vapor Degreasers. 
Vapor Degreasing Solvents. Write 
TOPPER EQUIPMENT CO., Matawan,N.J. 








WANTED 


Working Foreman to work with and instruct spray 
painters, casting cleaners, sanders and fillers on 
industrial machinery castings as well as sheetmetal 
parts. Salary comparable with experience and 
proven ability. Location: Northwestern Indiana, 
60 miles from Chicago. Write: Products Finishing, 
Box No. 32, 431 Main Street, Cincinnati 2, Ohio. 











A new sound color film, prepared under 
the direction of the Corrosion Engineer- 
ing Section of The International Nickel 
Company, entitled ‘Corrosion in Ac- 
tion,’’?’ shows how corrosion works to 
cause an annual loss in industry and 
elsewhere estimated at over six billion 
dollars. It also shows how this damage 
can be avoided or controlled by various 
means, such as by the selection of cor- 
rosion-resistant materials, by the devel- 
opment of new alloys to meet given situ- 
ations, by the use of electric currents to 
provide cathodic protection, and by other 
methods. 

The film has been so produced that it 
can be shown in one part, in any com- 
bination of two parts, or in the full three- 
part length, depending on the time avail- 
able. Each part requires 20 minutes’ 
showing time. 


In producing it, films were made at 
the big testing stations of the Kure 
Beach corrosion testing project, near 


Wilmington, N. C.; at the project’s new 
laboratory at Harbor Island, N. C.; in 
industrial plants in various parts of the 
country; and elsewhere. The film took 
approximately a year to produce. 
“Corrosion in Action’? was made es- 


sentially for technical, educational and 
industrial 


groups, though its treatment 





March, 1952 





SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—Research— 
Engineers 


Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 34, Florida 








BUFF SALESMAN WANTED 


Well established manufacturer of a complete line 
of Buffs and Polishing Wheels wants an experi- 
enced man to demonstrate, conduct tests, and sell. 
Some traveling. Salary and commission. Oppor- 
tunity to work up to sales executive. Give full par- 
ticulars in first letter. Write Box No. 33, c/o 
PRODUCTS FINISHING, 431 Main Street, Cincin- 
nati 2, Ohio. 








Manufacturers representatives with engineering 
background wanted who have industrial following 
to sell specialized factory maintenance coatings. 
Exclusive territories still available. Give full de- 
tails, background, experience, territory covered, 
etc., in first letter. Will arrange personal inter- 
view. 


THE DENSOL PAINT COMPANY 
Cleveland 5, Ohio 











is such that it can be understood by non- 
technical audiences. Bookings can be 
made through the Corrosion Engineering 
Section, The International Nickel Co., 
Inc., 67 Wall St., New York 5, New York. 


“Conveyors That Pay Dividends” is the 
title of a materials handling film avail- 
able free for group showing from the 
Lamson Corp., Syracuse, N. Y. This two- 
reel sound film covers typical conveyor 
applications in 14 different industries and 
illustrates the use of belt conveyors; de- 
flectors; a central dispatcher for control- 
ling adjustable conveyors; live-roll, in- 
cline, plant-wide overhead conveyors; 
limit switches, and so on. 
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efficient, dependable electric heat 





4 ° 
Caey lo Jake cunomarox : 
Electric Heaters give clean, dependable, accu- 


rately controlled heat where and when heat is ° 
needed. They produce uniform and accurate 

temperatures by automatic or manual control. mg, 
Low initial costs, low installation costs and low 


operating costs are among the advantages of : 
using CHROMALOX Electric Heaters in tanks, P 
ovens, air ducts, kettles and other applications 


requiring economical and efficient heat. 


Discuss your baking, degreasing, curing, and 
other heating requirements with a CHROMALOX 
Application Engineer. Let him show you how 
CHROMALOX Electric Units can help do your 
heating jobs more efficiently at less cost. 





WANT MORE 
FACTS? 





CiROMALOK neavetta hd boats 10 Wa 





To Apply Electric Heat.” It contains 


| ELECTRIC HEAT FOR MODERN INDUSTRY | |  ptotosrcpm ond drowings showing 





Chromalox Electric Heaters at work 


EDWIN L. WIEGAND COMPANY in plants throughout the United States. 


Write today for your copy. 
7552 Thomas Boulevard, Pittsburgh 8, Pa. 
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DRAW 
ON 
DETREX 


Metal-Cleaning 








In converting to defense work call your Detrex 
Service Engineer. He is prepared to assist you in 
meeting specifications. 





Through him, you obtain the information required 

to plan your production steps. You may need only 

slight alteration of your present equipment to 

handle your new production. Or, if necessary to go to a different 
method, whatever the application or process, Detrex is prepared 
to provide equipment and chemicals. 


With this information at hand, you will be able to boost production. 


Call Detrex today! . 


